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DEALING WITH THE MANUFACTURE, USES AND POTENTIALITIES OF PLASTIC MATERIALS 
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ag EXO L SOLUTIONS FOR PLASTICS 


There are thousands of uses for Bexol Solutions in industry. 
Let us know your problems and we will recommend 


the Bexol Solution to meet your needs. 


BX PLASTICS LTD. head sales office: HIGHAM STATION AVENUE, LONDON, E.4. Telephone: LARkswood 4491 
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Polyvinyl 
Acetate 


ee EMULSIONS AND SOLUTIONS 


“VINAMUL” and ‘VINALAK’’ 


For the manufacture of washable water paints, 
industrial and decorative finishes, printing inks 
and adhesives ; and for use in leather, textile 
and hosiery finishing, paper converting and 
packaging, flooring compositions and cosmetics. 
Other grades of Vinamul Emulsions and 
Vinalak Solutions are based on 


POLYMETHACRYLATES POLYSTYRENE 
COPOLYMERS 


“VINAMOLD” HOT MELT COMPOUND 


A new series of low melting point compounds 
have been developed to simplify the pro- 
duction of flexible moulds for the casting of 
plaster and concrete. 


VINYL PRODUCTS LTD. 


BUTTER HILL - CARSHALTON -: SURREY 


(Wallington 5333) 


Stand X18 
EARLS COURT 





APRIL, 1951 PLASTICS 


Polyvinyl 
Chloride 


PRODUCTS 


@ VINATEX P.V.c. COMPOUND 
FOR EXTRUSION including sheathing (dielectric and 
arctic grades), belting and piping. 
FOR CALENDERING 
ie] Wai. bine), Mav lelelmell, fe 


A complete range of 


VINATEX P.V.C. PASTE 


FOR LEATHERCLOTH coated paper and casting. 
Special grades for low temperature flexibility and 
non-tacky finishes. Supplied pigmented or clear. 


VINATEX P.V.C. SHEETING 


and LEATHERCLOTH 
P.V.C. FLEXIBLE SHEETING and Leathercloth 
including press polished sheets, calendered plain or 
printed sheeting in all colours. Embossed supported 
and unsupported sheet in single or two colour effects. 


VINATEX LIMITED 


DEVONSHIRE ROAD - CARSHALTON - SURREY 
(Wallington 5333) 


VINATEX LIMITED IS A UNIT OF YINYL 


Stand XIi8s 
EARLS COURT 
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-MAY 11 


Gn International marhet-place 


In size and significance the British Industries Fair this year 


will surpass all its twenty-nine predecessors. 


To buyers from every part of the world this vast display will de- 


monstrate Britain’s increasing capacity and industrial enterprise. 


EIF means business ! 


LONDON—EARLS COURT AND OLYMPIA. Weekdays 9.30 a.m.—6 p.m. 
Buyers Badges and Catalogues 2/6 each, obtainable at Fair. Public admitted Saturday 
and Wednesday (May 5 and 9) 1/6 each building. 


BIRMINGHAM—CASTLE BROMWICH. Weekdays 9.30 a.m.—6 p.m. Buyers 
Badges and Catalogues 2/6 each, obtainable at Fair. Public admitted daily from 
2 p.m. (all day Saturday) 2/6. 


PLASTICS AT EARLS COURT 
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SEE OUR EXHIBIT 












GEON RESISTS FIRE! 


This simple test with a lighted match shows how Geon wiring is safer 
in use. Although Geon will soften under heat, unlike rubber, Geon 
will not propagate flame. Moreover, Geon PVC gives better service 
because it resists oils, greases, petrol, most acids, alkalis; and solvents 
and does not perish on exposure, even in tropical-climates .... These 
same properties are shared by all products made with Geon — thin or 
thick calendered sheeting, leathercloth, coated paper or cloth, dipped 
goods, extrusions or moulded articles. Please write for booklet 51, 


which describes the properties and uses of Geon polyvinyl materials. 


GEON 10! . . Polyvinyl! chloride resin. 
GEON 200 series . . Vinyl copolymer resins, 
GEON 12! Paste Resin . . Vinyl paste resin. 
GEON Compounds & Pastes . . Based on Geon resins. 
GEON 151 Latex (ex) . « Modified viny! latex. 
GEON 352 Latex (15X) . . Modified vinyl latex. 
GEON 652 Latex (31X) . . Air-drying vinyl latex. 
GEON Polyblend . . Geon/Hycar blend. 
GEON Polyblend Latex . . Geon/Hycar latex blend. 
Hycar OR 15 & 25 synthetic rubbers and latices. 
(‘Geon”’ is a Registered Trade Mark) 


For safe, reliable wiring Geon 


Fotys 4 nyl ? Materials 





BRITISH GEON LIMITED Sales and Technical Service: 21 St. James’s Square, London, $.W.I. Tel: Whitehall 9561 
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DANIELS 
MOULDING PRESSES 





upplied in a range of sizes and types from 

a 12/19-ton Press with hand-operated or 
motor-driven pump unit, to a 250-ton 
Press complete with self-contained pump unit. 





All presses working on oil can be fitted with 
the Daniels automatic Process Timer, which 
once set accurately repeats the moulding 
cycle to ensure perfect mouldings. 


Upstroke presses, especially suitable for 
insert moulding, are available up to 100 tons 
loading. 


All downstroke presses can be equipped with 
transfer plungers or hydraulic ejector gear. 





In addition to a comprehensive range of 
machines and equipment for plastic moulding 
and die-casting we offer the services of 
specialists for the design of dies and moulds. 





* (Above) Daniels 150-ton Downstroke Press with self-contained pump 
unit, piston valve and electric platens. 
Main ram stroke Pes “ ae 5 
Platen size j ay ey: 
Daylight between platens (with ves 24” 
Pump motor 5h. 


(Left) Daniels 50/75-ton Downstroke Press with self-contained pump 
unit, piston valve, electric platens, Daniels Process Timer and slowin 
device, which retards the final closing speed of the press to avoi 
damage to the mould. 

Main ram stroke oF a 1 

Platen size 14” x 14” 

Daylight between platens (with stool) 14” 

Pump motor 4h. 


“IN STOCK 








Please send enquiries to:— 


ALFRED HERBERT LTD - COVENTRY 


FACTORED DIVISION RED LANE WORKS Phone : 89221 (10 lines) 
SOLE AGENTS FOR PLASTICS MACHINERY IN GREAT BRITAIN, INDIA, FRANCE AND ITALY FOR :— 
T. H. & J. DANIELS LTD., STROUD, GLOS. 
REED-PRENTICE CORPORATION, WORCESTER, MASS., U.S.A. 
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For the moulding and 
fabrication of any type 
of plastics, consult 
Lacrinoid 

They have the. skill, 
the experience and 


the equipment to 


do the job to your 


complete satisfaction 










































































LACRINOID PRODUCTS LTD - GIDEA PARK WORKS - GIDEA PARK - ESSEX 
TLL.: HORNCHURCH 2981/6 TELEGRAMS & CABLES: LACRINOID, ROMFORD 





BIRKBYS LTD. LIVERSEDGE YORKSHIRE 
London Offirce:- 79 Baker Street W.17. 








bok fi rward to seeing you on STAND C 417, B.I.F., CASTLE BROMWICH, in MAY, and on STAND A 16, BRITISH PLASTICS EXHIBITION, LONDON, in JUNE 
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Injection Moulded 
ON BRITISH BUILT 


H.P.M. 


EQUIPMENT 


H.P.M. Injection Moulding Machines open 


up new markets for the plastics moulder. 
Size and weight are no longer limiting 
factors. Refrigerator parts, radio cabinets, 
toilet seats, large instrument housings are 


typical examples which can now be moulded 


BRITISH 








60 ounce 





. tyra] 2 D 


—> 


32 ounce 






with the new 
British built H.P.M. equipment. There’s 
a big demand for large plastic parts, are 
you prepared to make them? Write 
today for details of the British built H.P.M. 
range of equipment. 


basis 


on a_ production 


20-3 









16 ounce 10 ounce 


Manufactured under licence by John Shaw & Sons (Salford) Ltd., Salford 3, Lancs. 


Selling Agents 


A. C. WICKMAN LIMITED, COVENTRY wekman 


LONDON 
LEEDS 


BRISTOL ° 
GLASGOW 


BIRMINGHAM 


NEWCASTLE 


| A.C 
MANCHESTER A t 


BEL FAS T 
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PLASTIC MOULDERS, FABRICATORS & TOOLMAKERS SINCE 1899 


Crystalate Ltd., Crystalate House, Mill Lane, Tonbridge, Kent. Phone : Tonbridge 2261 /2/3/4/5. 
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manufacture of quality.products in the Plastics, Synthetic 


Rubber and allied Industries. 


THE GEIGY COMPANY LTD., NATIONAL BUILDINGS, PARSONAGE, MANCHESTER3 


Affiliated Companies and Representations in Australia, South Africa and all Industrial Countries, 
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Buyers, when they realise the wide range of products that can be made in plastics, become understandably 
enthusiastic — but confused. The sensible thing to do is to consult Lorival, who know precisely what can be 
done. Lorival’s expert knowledge will make things easier for you and 

‘ (int \ can often help to reduce your costs. 
*3) VE ; qc c 

SF LORIVAL PLASTIC 

: hie, Sy LO oe _ 2 SN" 
UNITED EBONITE & LORIVAL LTD + LITTLE LEVER + NR. BOLTON ~- LANES. 
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Wiggins Teape have for many years 
past geared their production of Industrial 
Papers to the specialised requirements 
of Industry. Those years of experiment 
and experience are at the service of all 
industrialists both in creating new papers 
and the perfecting of existing ones. 
BASE PAPERS FOR ABRASIVES, PLASTIC 
LAMINATIONS, WAXED CARTONS, ALL PHOTO- 
GRAPHIC PROCESSES, IMITATION LEATHER- 
CLOTHS, ETC. TELEGRAPH PARCHMENT 
PAPERS, SHOE SOCKING PAPERS, LAUNDRY TAG 
PAPERS, FILTER PAPERS, RECORDING PAPERS, 
TRACING PAPERS, INSULATING PAPERS, 


WIGGINS TEAPE & ALEX PIRIE (SALES) LTD 


ALDGATE HOUSE + MANSELL STREET * LONDON E.I © TELEPHONE: ROYAL 7210 








PLASTICS 


Wes take to new problems in “plastics pro- why SHAW machinery proves to be a little ahead 
duction like a duck to water! With our long all the time, giving superior production, banishing 
experience behind us and the whole world for troubles,saving labour and costs,and generally afford- 
progress before us, it seems natural for us to launch ing those advantages which commend themselves 


out into all that is new and forward-thinking. That is to go-ahead manufacturers of rubber and plastics, 


—* Giz) 


The Rotocure for laminating thermoplastic 








sheets to produce flooring, tiles, chair coverings, 
etc., by the continuous method gives the 
material increaSed strength and stability. It 
is the ideal method for the vulcanization of 
conveyor and transmission belting, rubber 
flooring, etc. 


FRANCIS SHAW & CO., LTD. 








MANCHESTER : ENGLAND 
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Issued by Thos. Firth and John Brown Ltd., SHEFFIELD. 








PLASTICS 


Migh Cualit PUC. Sheeting 


“Fablon” Sheeting is made to exception- 
ally high standards of finish, durability 
and quality of production. It has a wide 
range of applications for domestic and 
household purposes; for wearing apparel; 
for hospital and industrial uses. Informa- 
tion, advice and samples on request. 


COMMERCIAL 


PLASTICS 


Available in full standatd range of attrac- 
tive colours. 

Thicknesses : of .004” and above. 

Widths : 48” standard, other widths to order. 
Lengths : Rolls 150 yards. 100 yards to order. 


Individual requirements and special formulations 
made to order. 


LIMITED 


1-9 HILLS PLACE, OXFORD STREET, LONDON, W.! 
Works : Willington Quay, Wallsend-on-Tyne, Northumberland 
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The Bridge — Banbury 
Patent Mixer. (I) 


mer ielam Or iclalellan alan 
four superimposed 
rollers. Flood lubri- 
cation. 2) 


PLASTICS 


Precision Calender with 
three superimposed and 
one offset roller. Flood 
lubrication. 


4:" Cold Feed Plastics 
Extruder. (3) 


High temperature 22" x 
60" Plastics Mill with 
ieXole mm) lare-talel on (4) 
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of DESIGN, SERVICE 
and PERFORMANCE 


RUBBER AND PLASTICS 
MACHINERY 
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R. H. COLE AND® COMPANY LIMITED 
2, CAXTON ST., WESTMINSTER, LONDON, S.W.|. 


"PHONE : ABBEY 3061 (10 LINES). "GRAMS : GERATOLE, PHONE, LONDON. 


Parduct of Door Chemical of Comada et 
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Imperial Leather ‘chubby’ 
shaving stick, Brilliantine and after-shave 
talcum powder dispenser. All in containers 
moulded from Beetle by Universal 
Metal Products Ltd. 


shop counter look brighter for Beetle -—the colourful plastic material for moulding rigid 
containers. In the packaging of cosmetic and toilet requisites Beetle excels, not only for its 
strength and resistance to fats, oil and grease, but above all for its wide range of beautiful colours 
in translucent, semi-translucent and opaque shades. The well-designed, warmly textured Beetle 


container has an almost unlimited re-use life, remaining a permanent reminder of your brand 


name long after the contents are consumed. So if your products find their way to the bathroom 


shelf, or even if they don’t and you are looking for a strong, colourful, inexpensive pack, 


be sure when you are considering materials to give a thought to 


BEETLE ... SCARAB 


AMIN OP EAS Tic MOULDING. POW Bis R's 


Distributed by THE BEETLE PRODUCTS CO. LTD. / Argyll Street, London, W.1 
BEETLE and SCARAB are trade marks registered in Great Britain and in most countries of the world 
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Lied 
é TiPFIELD Plas 
| INJECTION MOULDING MACHINES 


| & 2 OUNCE CAPACITY 


1951 MODELS 


Single lever operated, semi-automatic, hydraulic 
machine, completely self-contained with electric 
motor. Fitted with a compensating feed 
mechanism and the latest Tem-Con automatic 
temperature control. The machine is economical 
to run and extremely simple to operate, ideal for 
female labour. All parts are standardised. 


I oz. 2 oz. 
Mould area approximately.. .12 sq. in. 22 sq. in. 
Plasticizing capacity perhour 9 Ib. 18 Ib. 
Injection pressure .. .. S}tons 11 tons 
Mould locking pressure .. 22tons 44 tons 
Shots per hour, subject to 
mould design“. .. 350 250 


GRANU LATING MACHINES 


Mouldings from our 
| ounce machine 


cellulose acetate 54” x 5” 
30 seconds. 31 gramme. 


polystyrene 32” dia. 
25 seconds. 1 ounce. 


CASTLE BROMWI 
Granulates all thermoplastic materials, delivers at BinMiNGtare 
the rate of 80 Ib. per hour. Cutting blades are adjust- 


able and easy to clean. Completely self-contained FE sr ah hg ag Fok SEE OUR EXHIBIT 


with 2 h.p. electric motor. STAND D.724 


Write for particulars, or telephone our Works (Wordsworth 4488) for a demonstration. 


HUPFIELD BROTHERS LIMITED § nif3t%? 


AND OFFICES 


DALSTON GARDENS -: STANMORE : MIDDLESEX : ENGLAND 








of your 
future and you can’t afford to experiment with 
your mixing equipment. 

Over 60 years’ experience is behind every Morton 


Mixing — successful mixing—is part 


mixing machine. We have successfully adapted 
all our standard machines to a wide variety of 
applications and can design special machines for 
special purposes. Our after-sales service means the 
full co-operation of Morton engineers — a personal 


| [ / Vor On 





PLASTICS 








service that ensures your mixing equipment is 
constantly and efficiently operating. 

When you buy mixing equipment you'll buy with 
an eye to the future if you first discuss your 
mixing problems with our salesmen. ~ 


Write for descriptive literature or ask for our area 
representative to call. 








MACHINE CO, LTO. 
OF WISHAW SCOTLAND 
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In moulding, as in photography, accuracy is every- 


thing. This new Kodak ‘Duaflex’ camera, for instance, 
utilizes plastic side panels, a feature of which is the grooving 
system that locates and holds various components. The essentials 


are permanent accuracy and rigidity, plus a special finish on one 












side. Kodak Ltd. entrusted the job of producing these panels to 
Ekco Plastics, in whose wide knowledge and experience, backed by 
facilities for quantity production, lies a ready answer to every moulding 


problem. If you have a moulding problem consult Ekco for Plastics! 


The side panels are robust black phenolic mouldings incorporating locating 
grooves for spool chambers and holders, mirror, reflex, lens, film compartments 
etc. This side of the moulding was given a matt finish by dull chromium- + 
plating the tool. Extreme accuracy was necessary in the design and 
making of the moulding tools and great care had to be exercised during 
and after moulding to prevent warping. 


The Lens Cover and Flasholder were also moulded by Ekco Plastics. 


EKCO “ante “7 lnddadlry 


K. COLE LTD. (Plastics Division) SOUTHEND-ON-SEA + ESSEX 
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INJECTION MOULDING 





MAKERS OF MOULDS, DIES AND ANCILLARY EQUIPMENT 
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ere STAND NUMBER 
) g | 7 0.228 
me BIRMINGHAM 


FEEDERS — provide controlled flow to 
screens, crushers, pulverisers and pro- 
cessing plant of all kinds. Models to suit 
pounds or tons an hour. 


V.55 Medium Duty Vibrator 


V.15 Noiseless Small Vibrator 


V.200 Heavy Duty Vibrator 





VIBRATORS — ensure free flow from 
bins, hoppers and chutes, large 
or small. Arching is eliminated. 


F.2 Feeder Conveyor 

















RHEOSTAT CONTROL 
supplied with all units, gives 
infinitely variable feed rates. 







PACKERS —in various sizes for the economical filling of 
drums and containers or for vibrating moulds and forms. 


Full details or technical advice gladly given. 


ELECTRIC VIBRATORS 


Marketed for \WTERNATIONAL COMBUSTION LIMITED by 


RILEY STOKER COMPANY LIMITED 
Nineteen Woburn Place, London, W.C.1. Terminus 2622 

















APRIL, 1951 PLASTICS 27 


MONSANTO CHEMICALS 
FOR EVERY INDUSTRY 








_—_—_—— 









we ustrex production by Monsanto at their new works at 


Newport, Mon. will enable British designers to develop 
ideas for making the most of thiseygrsati 


AvailabR of colours. Made“? 


perienced in polys ss Y pro 


started dead on time last Septembe®y_will_ coatir 


eZ ex- 


ion. And production — 


increase as raw material resources are developed. 


\ONSANTO 





A esses is the registered trade name for 
Monsanto’s polystyrene moulding crystals, 


MONSANTO CHEMICALS LTD - Victoria Station House « London - $-W:! 
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What do you mean by 








Not a single grade of BAKELITE material is scale production techniques for the future. 
released for full production until it has And this is but one aspect of BAKELITE 
first proved its right to carry the BAKELITE Development . . . To find new and better 
trade mark in the small-scale production ways of making and using existing materials 
units of the company’s Development De- ... To develop new materials . . . To solve 
partment. Here, every production process problems encountered by moulders and all 
carried out in the factories of Bakelite those who use BAKELITE plastics. These are 
Limited can be reproduced in miniature. functions of the Development Department 
The Department can also show plant of of Bakelite Limited and are reasons also for 
original design which may change large- the reliability ‘of BAKELITE materials. 


= pol nal 


STAND NUMBER 
C.404 
BIRMINGHAM 





for Dependable Mouldings 





BAKELITE LIMITED « 18 GROSVENOR GARDENS + SW1- SLOane 9911 
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5/1000 in. up to 6 mm. 


(Courtesy, 
British Celanese Ltd.) 
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FAN-MAIL FROM INDIA 








The parts of this Crompton-Parkinson fan regulator housing have to be"moulded 
within carefully defined limits and a high finish is required of the external components. 
Although it represents a straightforward compression moulding job, details 

such as the ingenious design of the air vent claim attention. This consists of 

wire gauze held between two moulded plates, the whole being assembled as a single unit. 
In addition to the housing and control knob, there is an internal 

contact plate having metal inserts. 

These mouldings, simple in themselves, nevertheless underline Streetly RELIABILITY. 
We have been moulding them for Crompton-Parkinson Ltd. for 13 years, 

during which our customer has received many thousands of orders from 

India and the Middle East. During that long period our own high standard 

of moulding and finishing and meticulous system of inspection have contributed 
significantly to our customer’s own smooth production. Even if we mould a small 
percentage of rejects (and who doesn’t), the customer never sees them. 


We weed them out, before delivery. 


STREETLY sovtoines 


The Streetly Manufacturing Co. Ltd. Streetly, Sutton Coldfield, nr. Birmingham 
*Phone: Streetly 78411. ‘Grams: ‘Bang, Streetly.’ 
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“In Scotland the stems [of the seaweed known as Sea Wand] are sometimes put to a rather 


unexpected use—the making of knife-handles. 


A pretty thick stem is selected, and cut into 


pieces about four inches long ; into these, while fresh, are stuck blades of knives, such as 
gardeners use for pruning and grafting. As the stem dries it contracts and hardens, closely 


and firmly embracing the hilt of the blade. 


In the course of some months the handles become 


quite firm, and very hard and shriveled, so that when tipt with metal, they are hardly to be 


distinguished from hartshorn.” 


R. K. Greville, ‘‘ Algae Britannice, or Descriptions of the Marine 
and other Inarticulated Plants of the British Islands,” 1830. 


EDITORIALS 





Plastics Supplies 


E do not remember having received a letter that cheered 

us up more than does Mr. John Harvey’s which we publish 
on p. 92. As managing director of Erinoid, Ltd., one of our 
producers of polystyrene and other moulding materials, his 
rapid action, before our publication last month of Mr. 
Punfield’s letter, denotes courage and a sense of realism so 
necessary at this stage of the industry’s existence. We are 
sure that this action (we understand that other manufacturers 
have taken similar steps to eliminate black-marketing) will 
have warmed the hearts of all who make the welfare of the 
industry their real concern. 

Nobody pretends that it will solve the whole problem. 
Most materials are still, and will be for a long period, in very 
short supply. Furthermore, the Government still insists with 
good reason on maintaining as high a rate of exports as is 
possible. What we do hope it will prevent is the unfair 
diversion of any part of that quantity of material made in 
this country which is, in fact, the moulder’s allocation. He 
should not be submitted to an iniquitous poll-tax to 
line the pockets of the black-marketeer, whose sole 
“recommendation” is that the said pockets are still bulging 
with bank-notes derived from his adventures in 1947-8-9. 
What seems to us so serious is that some of these deals have 
been carried out with a knowledge of plastics and of the 
plastics industry that is at no mean level. 

The matter of controls and the raw materials position have 
been studied carefully at the British Plastics Federation 
meetings, and in this connection it is worth while noting 
some of the remarks of the chairman, Mr. P. A. Delafield, 
at the sixteenth annual general meeting on March 21. “There 
has been very naturally,” he said “a great deal of gossip and 
talk about controls and also about plastics materials coming 
into their own as substitute, or replacement materials to use 
a better word, for the older traditional materials of construc- 
tion such as non-ferrous metals. Concerning the first point, 
I believe I am right in saying that the general view of the 
authorities is that detailed end-use control, which is the only 
effective way of controlling things, is quite useless for the 
plastics industry, unless complete control of a war-time nature 
is established for the whole of the chemical and allied 
industries. 

“T, personally, do not think that the time has come to call 
on industry to man such a type of control and, in saying 
this, I stress the fact that industry would have to do the 
manning for obvious reasons. 

“Concerning the second point that plastics are a universal 
stop-gap for shortages of other materials, we all in this 


industry know that, broadly speaking, this is not practical. 
Not only do our own raw material shortages present us in 
this industry with a host of problems, but in addition the 
shortages of other materials which are married to ours in 
order to produce the final result, whether, for example, it be 
a telephone, a bushing, an aeroplane or a motorcar, are 
presenting parallel problems to the whole of British industry. 

“It is necessary therefore, in my opinion, to keep calm 
and, whilst pursuing our own business as actively as possible, 
await results of the efforts of our raw materials mission in 
Washington.” 

The last paragraph is good advice and we sincerely hope 
that, as we said in our last issue, the Washington talks will 
resolve in part our problem—we are the largest chemical 
manufacturing country in Europe, and if we are to play our 
legitimate role in the forthcoming rearmament programme, 
this fact must be clearly understood. The latest news that 
Great Britain is to be given an “ advance ” allocation of 19,000 
tons of sulphur for making sulphuric acid (without which 
our plastics manufacture would suffer even more than it is at 
present) is perhaps a realisation of the part we play in world 
affairs. 


More Raw Materials 


T= news given on page 103 in this issue that the 

British Oxygen Co., Ltd., is about to launch large-scale 
manufacture of melamine, is a direct reflection of the 
assurance with which the future of melamine resins and 
moulding compounds is regarded. It is as well to point out, 
however, that the B.O.C. will not manufacture the resins or 
powders, but will concern itself only with the production of 
the raw material melamine from the carbide which it already 
employs for producing acetylene. It will leave to other 
manufacturers the process of combining it with formaldehyde 
to produce the materials for the plastics industry. 

Many of our moulders have had a long and wide experi- 
ence of melamine and have been producing cups, saucers and 
plates for some years. The general concensus of opinion is 
that, in the field of domestic ware, especially “crockery,” it 
is the “ ideal” material so far—the logical step from the urea 
moulding materials which have had, and still have, so 
deserved a success in the field of picnic sets for about 
20 years. High resistance to moisture and water, and 
resistance to heat (hot food can be placéd on melamine plates 
without ‘deleterious effect), in addition to beauty of colour 
and texture, make such tableware acceptable to the housewife. 

Their importance in this field, and their wide popularity in 
the U.S.A., is such that a specification for melamine table- 
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ware, recommended by the Society of the Plastics Industry, 
has been passed and is now issued by the U.S. Department of 
Commerce. What is most interesting is that it has been 
compiled for use by the purchaser, more especially the retail 
distributing trade.. With the permission of the Society, we 
have pleasure in reproducing it in full on page 91. 

We have stressed the tableware market for obvious reasons, 
but the moulding powders are also important for producing 
mouldings of high mechanical strength so that, coupled with 
their other properties of resistance, we find them used for 
producing ‘washing-machine agitators, etc. The resins them- 
selves have long proved to be of value as bonding materials 
for laminates and in paints and varnishes. 

Production of melamine itself by the British Oxygen Co., 
Ltd., will be of the order of 2,000-,3,000 tons per annum, an 
important and welcome addition~to the supplies already 
emanating from British Industrial Plastics, Ltd., who began 
melamine resin manufacture some 10 years ago. 

We also have news to the effect that Erinoid, Ltd., James 
Nelson, Ltd., and the Hercules Powder Co., Ltd., of London, 
have become partners in a new enterprise to manufacture high- 
grade cellulose acetate in this country. A factory has been 
erected at Lancaster and production will be absorbed by 
James Nelson, Ltd., for rayon spinning, by Erinoid, Ltd., for 
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moulding powders, and by the Hercules Powder Co., Ltd., 
for sale as acetate flake. 


British Plastics Federation 


WE have received the annual report of the. Chairman and 
Council of the British Plastics Federation for 1950, a 
report which reflects the great amount of work carried out 
by the various technical and other committees and the staff 
of the Federation. ; 

Of first importance in this work is that section dealing with 
standardization, a quality yard-stick on which the future of 
the whole industry depends. In addition to revision of 
existing specifications, work has been continued or started on 
flame-resistant p.v.c. sheeting, p.v.c. compounds for water 
pipes and food purposes, thermoplastic tube, laminated sheet, 
polystyrene wall tiles; moulded trays, design of inserts for 
mouldings, etc. 

The Federation’s Publicity Committee has grown in strength, 
especially in its contacts with the daily and technical press 
and with the B.B.C. A special publicity committee has 
prepared an educational brochure on p.v.c. sheeting which has 
been issued to wholesalers and chain stores. It describes the 
properties of p.v.c. sheeting and how it should be treated by 
the public. 


MOULDING POWDER AND SHOT 


Whilst visiting the offices of one of my moulder friends 
last month, he showed me a quarto sheet of paper with a 
typewritten list of prices and quantities available of moulding 

powders and plasticizers. The first item was: 


Cloak ** 100,000 Ib. polystyrene . . . 5s. 7d. per lb.” The 
— li 1 f d no doubt 
Dagger ist was as long as my foot and no doubt every 


moulder has received a copy. My friend informed 
me that it was handed to him by an individual as I saw it—a 
typewritten sheet without either name, address or telephone 
number; all this, presumably, based on the excellent army 
principle of “no name, no pack-drill.” When my friend 
asked for this information, generally so useful when carrying 
out business transactions, he was met by a blank stare and 
the reply that a personal visit would be made once a week. 
To my simple mind, I should imagine payment of such 
transactions would make an interesting study. Another 
friend tells me that he was offered di-octyl phthalate at 
9s. 6d. per Ib. 
* x 

Dr. N. J. L. Megson tells me he has left the Advisory 
Service on Plastics and Rubber, Ministry of Supply, to take 
up the post of Head of the Chemistry Department, Royal 
Aircraft Establishment, Farnborough, Hants. In 


ee congratulating him on his new job, I should like 
° A.E. _ ‘to Say how much I, and I am sure all the members 


of the plastics industry, will miss him. There were 
few who gave so much unstinted advice from an exceptional 
store of knowledge on plastics to anybody who asked for 
it. Perhaps his transfer to Farnborough means the growth 
of an even greater interest in the réle plastics can play in 
aircraft construction. The Advisory Service is now under 
the charge of Mr. G. L. Hammond, who has worked so closely 
with Dr. Megson since the Service was formed. 


* . * * 


Scotland Yard has discovered plastics—for flooring to 
withstand the pounding of policemen’s boots. Experimental 
strips of a variety of materials were laid down 12 months 

ago in the back hall of the Yard, whose entrance 


on passages are stated to have the heaviest traffic of 
Boots! any London building. As a result, one material 


called “ thermoplastic” (according to the report) 
has been selected as being completely superior to all others 


and has survived all tests. Moreover, it is warm to the feet 
and colourful. The new flooring will also be used at 
Limehouse police station—in Limehouse blues? 


* * * 


Nobody can accuse the plastics industry of being 
reactionary so far as receptivity of new ideas is concerned. 
But to-day, when orders are overflowing and raw materials 

down to little more than a trickle, suggestions are 
re —— met either with a wry smile or hard words, accord- 
Lab. ing to the temper of the recipient of the bright 

news. However, since you can’t keep a bad man 
down I must tell of a job or 
two that should have been 
done years ago—a couple of 
gadgets that every chemical 
laboratory in the world, in 
schools, technical -colleges, 
universities, hospitals and 
factories, must have. I refer 
to the burette stand and clamp 
(pictured here) and the filter- 
stand, both very similar in 
structure and both very 
simple. They are now almost 
impossible to obtain, because 
hardwood is _ exceptionally 
scarce—I’ve been trying to get 
a couple for nearly a year. 
Iron burette stands and 
clamps are available at about 
60s., a price which nearly 
made me swoon. The old wooden ones were about 6s. to 
10s. a year or two ago. I suggest they be made of plastics: 
the clamp in several moulded parts (thumbscrew and jaws), 
the upright of 18-in. length extruded rod, and the base (12 ins. 
by 6 ins. by 4 in.) moulded or laminated. Neither burette 
nor filter stand undergo stresses, and chemists are generally 
fellows who are careful with théir apparatus. And, before 
I forget it, another little plastic job wanted in every laboratory 
is a vertical draining board fitted with pegs (polythene?). 

DoGsBoDDY. 











for Refrigerators 


O 1950 models of “ Frigidaire” domestic refrigerators 
are at present in large-scale production at the Colindale 
factory of the Frigidaire Division of General Motors, Ltd. 
The large number of different plastics components of these 
two models are injection-moulded in various materials by the 
Plastics Division of E. K. Cole, Ltd., Southend-on-Sea. 
| The two different models with 7 cubic ft. and 9 cubic ft. 
capacity respectively, have been so designed as to make use 
of as few different components as possible. This has been 
done by using identical mouldings for such things as pegs and 
grommets, and for larger structural components such as the 
door-opening frame and the door-panel retainer frame by 
adapting the mouldings for the larger model to fit the smaller 
model by simple machining operations. 

There are three main groups of mouldings for these 
refrigerators. Four long strips moulded in white polystyrene 
form the door-opening frame. The main function of this 
frame, which consists of the four mouldings seen on the out- 
side of Fig 2, is to mark the gap between the outside shell 
of the refrigerator and the inner lining. The curved outside 
surface of these mouldings is interrupted only on the hinge 
side by a hole into which fits the door-operated switch for 
the internal light. The inside surface of the mouldings is 
interrupted by several projections which, when fitted into 
metallic slots, lock the frame in position. Fig. 3 shows these 
door-opening mouldings being fitted on the assembly line. To 
enable the strips moulded for the 9-cubic-ft. refrigerator to 






























































Fig. 2.—Components of door-opening frame (outside) and of 
breaker strip frame (inside) cut to fit the seven cu. ft. model. 
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Injection-moulded Parts 





“Frigidaire” Model 
OMM-7.4 seven cu. ft. 
household refrigerator. 





be used for the frame of the smaller model, it is only necessary 
to cut the mouldings down with a circular saw. To do this 
accurately, E. K. Cole, Ltd., have fixed up a special jig— 
illustrated in Fig. 6—which enables two strips to be cut at 
the same time. 

As this frame is purely decorative and is not required to 
stand up to impact or bending, white high-gloss straight poly- 
styrene was found to be the most suitable material. The 
next group of mouldings, however, actually form part of the 
structure of the door and, consequently, must stand up to 
considerable vibration. These are the components forming a 
thermal breaker strip between the outside door panel, which 
is exposed to atmospheric temperature, and the inside door 
panel, which remains at the colder temperature. The material 
chosen is a styrene co-polymer of very high flexural strength. 
Besides the structural advantages of using such a high-strength 
material, it enables the frame to be assembled by sliding one 
member into fitted grooves on another, making it unnecessary 
to mask the joints between two parts of the frame. 

These frame mouldings presented most difficulties in tool 
design and in actual moulding conditions. Although the 
weight of the mouldings are well within the capacity of a 16-oz. 
machine, a 32-oz. Lester machine was used, due to the great 
length required. It was found best to use a single gate, 
but the great length—48 ins—along which the material has 


Fig. 3.—Door-opening mouldings being snapped into position. 
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Fig. 4 (Left).—One 
of the 48-in. door 
panel retainer strips 
being removed 
from the injection- 
moulding machine. 









A “ay 
to flow in very thin sections made it necessary to have a 
controlled temperature gradient along the die. This involved 
provisions for cooling the tool close to the gate to prevent 
local plasticity and for thermostatically controlled heating 
towards the extremities in order to prevent premature 
solidification. 

Correct location of fixing holes and slots presented 
considerable tool-design problems as tolerances on centres 
spaced 3 ft. 10 ins. apart were only .015 in., representing an 
accuracy of .03 per cent. As the contraction of injection 





Fig. 6.—Jig and circular saw for cutting full-sized door- 


opening mouldings to the shorter dimension, 


Fig. 5 (Below)—Tool 
for the top door 
panel retainer. 


mouldings is affected by the injection temperature and 
pressure, it was obviously impracticable to calculate a contrac- 
tion allowance that would satisfy the high degree of accuracy 
specified. The method adopted to overcome this difficulty 
was to partially make the moulds, omitting the various plugs 
and core pins, and to include the form in one die half only. 

The ends of the form were blocked off and the overall 
length was arranged with an exaggerated contraction allow- 
ance, thus providing a relatively simple means of reducing 
the length. following the establishment of optimum moulding 
conditions. 

By this method, for example, it was established that the 
latch and hinge side retainer mouldings in co-polymer of 
styrene required a contraction allowance of .0039 per inch 
to satisfy the general tolerance of: .015 in. 

Experiments were made with pin-point gating on one of 
the straight styrene mouldings, but it was found that the 
temperature rise occasioned by the gate restriction resulted in 
embrittlement. 
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Fig. 7 (From left to right) Right-hand peg, left- 

hand peg and front peg moulded in styrene co- 

polymer ; grommet, rear peg and door stop 
moulded in p.v.c. 


Fig. & (Right) Extra components for model 
OMM-9.2 are : “‘ Alkathene”’ hydrator support 
cup and styrene co-polymer ring and hook pegs. 


Fig. 9 (Below), Door panel retainer frame com- 
ponents being assembled. 





In this set of components, as in the door-opening frame, 
the strips are moulded for the large refrigerator and the 
ends are cut off to fit the 7-cubic-ft. model. This cannot, 
however, be done on the top of the breaker frame because 
both ends are curved and, consequently, it is cut in two 
and the excess length taken out of the centre portion. The 
breaker-frame strips have a curved recessed flange on the 
inside to fit round the inner door panel and a small flange 
on the outer edge of the strips serves as a locating line for 
the rubber strip which actually seals the door. 

The inside of the refrigerator employs a large number of 
plastic pegs and grommets, forming the supports for the 
shelves, trays, etc. Eighteen pegs consisting of five different 
mouldings are used on the 7-cubic-ft. model, whilst 34 pegs 
of eight different types are fitted in the 9-cubic-ft. model. 
The three types of pegs fitted to the front of the inner liner 
are seen on the left-hand side of Fig. 7. They are moulded 
in styrene co-polymer and they employ a novel locking device. 
The peg contains a strip of mild steel acting as a support for 
a U-shaped piece of spring steel. When the peg is inserted 
into the locating hole on the liner and twisted through 180 
degrees with a special tool, this U-shaped spring provides 
a perfectly firm lock. Fig 10 shows an operator fitting these 
pegs, trays of which are seen in the background. For the 
rear grommet and rear peg, the flexibility of the p.v.c. in 
which these components are moulded is sufficient to lock them 
in position as soon as the plug is inserted. 


‘electrical fittings of the refrigerator. 





An’ interesting point concerning the rear peg is the 
completely covered mild-steel insert. This is produced by 
moulding half the peg and. leaving part of the insert free so 
that it may be held for correct positioning. The peg is then 
finished by moulding a cover round the other half of the insert. 

Another material, polythene, is employed for the hydrator 
support cup (Fig. 8, left), which is only used on the large 
model. The other two components, which are used only on 
the 9-cubic-ft. refrigerator, are the ring hook and the peg 
hook moulded in styrene co-polymer, 

Finally, there is a drip tray moulded in straight polystyrene. 
This component replaces a glass slab which covered the 
meat-storage drawer on earlier models. Two further 
components moulded in polystyrene are really part of the 
These are a spacer in 
clear polystyrene which prevents direct contact of the 
thermostat with the freeze-box; and the temperature control 
knob, moulded in black polystyrene with letters and numbers 
filled in with white. One plastic component is used on the 
outside of the refrigerator. This is a p.v.c. door stop 


illustrated on the right-hand side of Fig. 7. It is fitted on 
a projection of the bottom door-hinge and acts as a buffer 
when the door of the refrigerator is swung back too far. 

Acknowledgments are given to E. K. Cole, Ltd., Plastics 
Division, and to the Frigidaire Division of General Motors, 
Ltd., for permission to publish this information. 





Fig. 10. Shelf-supporting pegs being locked in position on the inner 
liner of the refrigerator. 
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BY combining the unique features of 

the “Holoplast” cavitied structure 
and thermostatically controlled electrical 
heating, Unity Heating, Ltd., of Chil- 
worth Manor, Southampton, have 
developed a new system which may be 
applied for heating walls, ceilings, skirt- 
ings and partitions and as freestanding 
panels. Such a form of heating promises 
to prove useful for a wide range of 
installations from small domestic require- 
ments to complete schemes for schools, 
hospitals, offices, hotels and public build- 
ings; indeed, as two of the photographs 
here reproduced show, it has already 
been adopted at Heanor Church, in 
Derbyshire. 

As many of our readers are already 
aware, the “ Holoplast” structural lami- 
nate made by Holoplast, Ltd., of New 
Hythe, near Maidstone, Kent, consists of 
a series of “girders” with webs at approxi- 
mately 2-in. centres, separated by 
rectangular cavities running the entire 
length of the panel, thus forming a 
homogeneous structural unit, 1-in. thick, 
which has exceptional rigidity and 
strength. It is in each of the rectangular 
cavities of these panels that the special 
“Unity” heating elements are inserted, 
these elements being in the form of 
resistance wire mounted on mica strip 
and located with circular discs placed 
diagonally in the cavities, as seen from 
one of our illustrations showing. the 
cross-section of a skirting panel. 

“ Holoplast ” itself has several qualities 
which make it especially suitable for con- 
structing electrical heating panels. Apart 
from its high*Strength/weight ratio, it is 
unaffected by water, unattacked by 
vermin and all forms of fungi growth, 
does not support combustion nor spread 
flame, and is rigid and free from 
warping. 


The heat energy emitted by the 


Laminated Structural 
Plastics as Heating Panels 
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(Right and above) ‘“ Unity- 
Holoplast ” electrical heating 
at Heanor Church, Derby- 
shire, seen as freestanding 
panel and beneath the pews. 


“ Unity-Holoplast” panels is claimed to 
give comfortable warmth with a surface 
temperature of about 120 degrees F. The 
construction of the panel is such that it 
safeguards against scorch or burn through 
contact with the heating unit. Thermal 
capacity is low and speed of heating-up 
is rapid. The equivalent loading for 
standard voltages, e.g., 200-250 volts, 
varies from 75 to 85 watts per square foot 
for wall and ceiling panels and partition 
heating, and from 60 to 75 watts per 
square foot in the case of skirting panels. 

The absence of induced air currents. 
such as are experienced with conventional 
radiator heating, reduces the chances of 
infectious disease being carried through- 
out the building, which is important in 
school and hospital heating. As floor 
space is entirely unrestricted by the use 
of the panels (excepting the freestandiag 
type), the system as a whole is ideal for 
modern architectural schemes. 

Panels are secured to the wall or ceiling 
with light-alloy angles. The provision of 
aluminium-foil insulation at the wall face 
prevents heat losses at the back of the 
panel. The heating panel, moreover, can 
be fixed flush with the wall, or, alterna- 
tively, mounted on the surface. In the 
case of skirting panels, the light-alloy 
sections enclosing the top and bottom are 
fixed’ to the floor and to the wall respec- 
tively, the floor fixing being concealed. 
Freestanding panels are provided with 
stands of light alloy, bronze or timber. 

The skirting panels give a useful heat- 
ing effect, as they provide a large propor- 
tion of radiant heat at floor level. 
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electrical heating in the form of 
skirting panels. 
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A Commercial Standard for Melamine 
Tableware in the United States 


P ins Society of the Plastics Industry 
Inc., New York, have sent us infor- 
mation on the first commercial standard 
for melamine plastic tableware, issued by 
the Commodity Standards Division of 
the United States Department of Com- 
merce, .Washington, D.C., and which, 


identified as “Heavy-duty Alpha- 
cellulose-filled Melamine Tableware, 
Commercial Standard CS _ 173-50,” 


became effective on December 15, 1950. 

This new standard, whose preparation 
was instigated by the Society of the 
Plastics Industry two years ago, purports 
to represent the best thinking and current 
practice of the melamine tableware in the 
United States and, as such, promises to 
be of material assistance to purchasers of 
this type of tableware. The purpose of 
the standard, of course, is to foster main- 
tenance of the quality of melamine 
plastic tableware and to provide a 
nationally recognized specification for 
the information alike of producers, 
distributors and users. 

The standard covers chemical and 


physical properties and methods of test of 
heavy-duty tableware moulded of alpha- 
cellulose-filled meiamine plastics, i.e., 
material composed of _melamine- 
formaldehyde resin combined with alpha- 
cellulose as the filler. The methods of 
test which are specified can be conducted 
by purchasers, distributors or moulders 
without the use of costly equipment, and 
by personnel that need not be specially 
trained. The meeting of these tests is 
evidence of proper moulding, but require- 
ments regarding thickness, finish, resis- 
tance to boiling water, and resistance to 
dry heat are also set forth in the 
standard. 

An identifying hallmark (Fig. 1) has 
been included as a feature of the new 
standard, and the use of this hallmark 
indicates compliance with the standard. 
The hallmark may be moulded 
into tableware or otherwise used by the 
manufacturer, e.g., it may be printed on 
cartons, letterheads and trade literature, 
and included in advertising. 


Should compliance with this com- 


mercial standard be indicated by a 
manufacturer of melamine tableware, and 
it developed that the product does not 
come up to this standard, the manufac- 
turer is in violation of a Federal statute 
and is subject to prosecution by the 
Federal Trade Commission, which is 
identified with the United States Govern- 
ment. 


Recommended Commercial Standard for Heavy-duty Alpha- 
cellulose-filled Melamine Tableware 


(Proposed by the Society of the Plastics Industry and adjusted in accordance with comment from other organizations) 


(1) Purpose 

1.1.. The purpose of this Commercial 
Standard is to foster maintenance of the 
quality of heavy-duty alpha-cellulose-filled 
melamine tableware, and to provide a 
nationally recognized specification for the 
information of producers, distributors and 
users. 

(2) Scope 

2.1. This Commercial Standard covers 
chemical and physical properties and 
methods of test of heavy-duty tableware 
moulded of alpha-cellulose-filled melamine 
materials. The materials used are composed 
of melamine formaldehyde resin combined 
with alpha-cellulose as the filler. An 
identifying hallmark and recommended 
statement of compliance are included. 

(3) Requirements 

3.1. THICKNESS.—Tableware conforming 
to this Commercial Standard shall have a 
thickness of not less than 0.100-inch over 
not less than 90 per cent. of the surface 
area, and the remainder shall be not less 
than 0.090-inch in thickness. 

3.2. FinisH.—The surface of all table- 
ware shall have a high lustre produced by 
moulding and not by the application of finish 
or protective coating or lacquer, or by the 
use of other adulterants,.. Flash or parting 
lines only shall be buffed to a high polish. 

3.3. RESISTANCE TO BOILING SULPHURIC- 
ACID SOLUTION.—When tested in accordance 
with para. 4.2, tableware shall show no 
chalking and/or loss of gloss which is readily 
perceptible without close examination. 

3.4... RESISTANCE TO BOILING WATER.— 
When tested in accordance with para. 4.3, 


the tableware shall not develop cracks, or 
show surface chalking or any other defécts 
that might impair the serviceability or 
appearance of the tableware. 

3.5, RESISTANCE TO DRY HEAT.—When 
tested in accordance with para. 4.4, the 
tableware shall show no cracks. 


(4) Methods of Test 

4.1. The methods of test are especially 
designed so that they can be conducted by 
purchasers, distributors or moulders, with- 
out the use of costly equipment, and by 
personnel that need not be specially trained. 
Meeting these tests is evidence of proper 
moulding. 

4.1.1. Five specimens chosen at random 
shall be tested to determine conformance of 
tableware with each of the requirements of 
Section 3. If one of the five specimens fails 
to meet the requirements of a given test, 
five additional specimens shall be subjected 
to that test, all of which shall be required 
to pass“the *test*in order to indicate con- 
formance of the tableware with this 
Commercial Standard. If more than one 
of the original five specimens for a given 
test fails, the tableware shall be reported as 
failing to conform with this Commercial 
Standard, 

4.2. SULPHURIC-ACID TEST. 

4.2.1. MATERIALS.— 

4.2.1.1. Aqueous solution of sulphuric 
acid 0.8 per cent. by weight. This solution 
can be obtained from a local druggist. or 
chemical supply house. 

4.2.1.2. Porcelain enamel or stainless- 


steel pail, with cover, about 2- to 3-qt. 
capacity (2,000 to 3,000 ml.). 


Enamelled 


ware must not be used if the inside surface 
is chipped, exposing bare metal. 

4.2.1.3. Heater, preferably a gas burner 
about 4 to 5 ins. in diameter. In any event, 
it should have sufficient capacity to keep the 
acid solution boiling fairly vigorously. 


4.2.2. PROCEDURE.—Five untested speci- 
mens shall be used for this test. From the 
moulding to be tested, cut a cross-section 
strip about 3 ins. wide, if a plate, dish or 
saucer is involved. If testing a cup, cut a 
section of about one-half of the moulded 
part, taking for the test that part which 
includes the handle. The entire piece of 
tableware may be used if it is desired not to 
destroy it by cutting. 

Heat to boiling a fresh portion of acid 
solution, keeping the container covered. 
Immerse the test piece(s) and re-cover the 
vessel. Keep boiling. Remove test piece(s) 
after 10 minutes +0.5 minutes, rinse in cold 
water and dry. Inspect for conformance 
with para. 3.3. reeiuas 


4.2.3. PRECAUTIONS.— 


4.2.3.1. The acid solution is corrosive, 
and care should be taken that it is not 
splashed on person or clothing, or about the 
premises. 


4.2.3.2. Use fresh acid solution for each 


. test run. 


4.2.3.3. The solution must be kept boil- 
ing during the 10 minutes of the test. If 
too many test pieces are put in at once, the 
solution will be cooled to such an extent 
that it will stop boiling, thus endangering the 
accuracy of the test. By trial and error, 
one can determine the maximum number of 


G 
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parts which can be properly tested at one 
time, 

4.2.3.4. Test pieces can be attached to 


fairly heavy cord or string, and be removed 
by this means when the test is completed. 

4.2.3.5. Test pieces should be kept separ- 
ated during boiling so that the acid bath has 
free access to all surfaces. 

4.2.3.6. Dispose of waste acid solution by 
allowing to cool, then flushing it down the 
toilet, using plenty of water. 

4.3. RESISTANCE TO BOILING WATER.— 
Five untested specimens shall be used for 
this test. Each sample of tableware shall be 
placed in boiling water for 30 minutes, 
removed, and allowed to stand for one hour 
at room temperature. This cycle shall be 
immediately repeated three times to give a 
total of four such cycles. The tableware 
shall be allowed to stand for 48 hours in air 
at room temperature. In cases of dispute, 
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a temperature of 23 degrees + 1.1. degrees 
C. (73.5 degrees + 2 degrees F.) and a 
relative humidity of 50 per cent. + 4 per 
cent. shall be maintained. Inspect the table- 
ware for conformance with paragraph 3.4. 

4.4 RESISTANCE TO Dry HEatT.—Five 
untested specimens shall be used for this 
test. Place the tableware in a circulating- 
air oven for 8 hours at 170 degrees F. Cool 
to room temperature, and inspect for con- 
formance with paragraph 3.5. 

(5) Marking and Identification. 

5.1. HALLMARK.—Pieces of heavy-duty 
alpha-cellulose-filled melamine tableware 
may carry the hallmark shown in Fig. 1, 
which shall constitute the manufacturer’s 
declaration of compliance with this Com- 
mercial Standard. 

5.2. In order that purchasers may be 
assured that pieces of heavy-duty alpha- 
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cellulose-filled melamine tableware  pur- 
chased actually comply with all requirements 
of the Commercial Standard, it is recom- 
mended that manufacturers include the 
following statement in conjunction with 
their name and address on labels, invoices, 
sales literature, etc.:— 

This (these) article(s) of heavy-duty 
alpha-cellulose-filled melamine tableware 
complies (comply) with Commercial 
Standard CS — , as developed by the 
trade, under the procedure of the Com- 
modity Standards Division, and issued by 
the U.S. Department of Commerce. 

5.3. When available space on labels is 
insufficient for the full statement in legible 
type, an abbreviated statement, as follows, 
is recommended:— 

Complies with CS — , as developed by 

the trade, and issued by the U.S. Depart- 

ment of Commerce. 


LETTERS TO THE EDITOR 


Correspondents are reminded that a stamped and addressed envelope should be enclosed in all cases where a personal answer is desired. 
!t is understood that any letter received may be published at the discretion of the Editor. 


Plastics Supplies 


Sir.—I note with some interest this 
morning your Editorial on raw materials 
in reply to Mr. Norman Punfield’s letter 
in the March issue of “ Plastics.” 

My company have this matter very 
much at heart and we take whatever 
precautions we can to arrest any exploita- 
tion of our materials in these days of 
short supply. As it happens, we are 
sending out to-day a letter to all our 
polystyrene moulding powder customers 
on this subject, and for your information 
I enclose a copy of this circular letter. 

ERINOID, LTD., 
John Harvey, 
Managing Director. 
Lightpill Mills, 
Stroud, Glos. 
[Copy.] 


ERINOID POLYSTYRENE. 
Dear Sir, 

Our inability to satisfy in full the demands 
of our customers is a matter which causes 
us some concern. We have at all times done 
our utmost to distribute our limited supplies 
as fairly as possible to our customers in the 
moulding industry. 

We are, therefore, most perturbed to hear 
that Erinoid polystyrene moulding powders 
are being offered for resale at premium 
prices. In the interests of the moulding 
industry in general, we shall curtail supplies 
to any customer taking advantage of the 
general material shortage in this way. 

We hope you will appreciate our reasons 
for adopting this policy, which is intended 
for the benefit of all concerned, and we look 
forward to receiving your support in our 
efforts to maintain equitable distribution of 
available supplies at standard prices. 

Yours faithfully, : 
for Erinoid, Ltd., 
M. GARDNER, 
Sales Manager. 


Plastics Supplies 


Sir—With reference to our letter on 
the subject of material scarcity and 


controls which appeared in the March 
issue of “ Plastics,” we would point out 
that this company specializes in injection 
moulding only, and, therefore, any 
remarks which were made applied only 
to injection moulding materials. Your 
courtesy in publishing this clarification 
will be greatly appreciated. 
PUNFIELD AND BARSTOW 
(MouLpincs), LTD. 
Westmoreland Road, 
Queensbury, N.W.9. 


Interlaminate Murals 


Sir,—I note in the \March issue of 
“ Plastics” (“Plastics in the Service of 
Man,” No. 17, Catering Equipment) that 
reference is made to walls which incor- 
porate an interlaminate mural painting. 
I should ‘be very much obliged to you if 
you could put me in touch with the people 
who supply or carry out the mural work. 

FOLLAND AIRCRAFT, LTD., 

H. P. Folland, 

Managing Director. 

Hamble, 
Southampton. 


[Epiror’s Note.—The incorporation of 
interlaminate mural paintings or drawings 
are carried out by Warerite, Ltd., Ware, 
Herts, and by Thomas De La Rue and 
Co., Ltd., 84-86, Regent Street, London, 
W.1, and possibly by other firms.] 


Double-tier Soap Tray 


Sir.—For months past I have been 
trying to locate an ordinary plastic 
double-tier soap tray as used in prac- 
tically every kitchen. My inquiries at 
many large stores have had _ negative 
results; all they have to offer are the 
painted tin variety, which invariably lose 
their paint and go rusty in a very short 
time. Surely there must be some firm in 
England manufacturing this very essen- 


tial household item, and I shall be glad 
to learn of their name and address. 
MONICA COPLEY (MRS.). 
“ Merryways,” 
Sheep Walk,, 
Shepperton-on-Thames, Middx. 


Moulded Lamp Shades 


Sir,—In our capacity as export mer- 
chants we are endeavouring to locate a 
firm producing a standard line of plain 
moulded conical lamp shades for export 
to Burma. It would appear that there 
are a very large number of firms, some of 
whom may be producing just what we 
require. 

PENNINGTON STEVENS AND 
TAYLOR, LTD. 

Ling House, 

Dominion Street, E.C.2. 


Badges 


Sir,—We wish to inquire the cost of 
making small plastic badges about the 
size of a shilling, either showing the 
Refugee Relief Ship or in the form of a 
ship. Names and addresses of firms 
able to undertake this class of work 
in small quantities will be welcomed. 

REFUGEE SERVICE SOCIETY. 

14, Hunsdon Road, 

Rose Hill, Oxford. 


Plastic with Metallic Sheen 


Sir.—We are anxious to identify and 
obtain supplies of plastic sheeting similar 
to the enclosed sample. 

HANWELL OPTICAL Co., LTD. 

Birds Hill, 

Letchworth, Herts. 
[Epitror’s Note: The sample which our cor- 
respondent sends appears to be cellulose 
acetate, thickness 10 thou., in which alu- 
minium powder has been incorporated to 
give the metallic sheen.] 
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Packaging 
Machinery 


We continue our review of the second 
National Packaging Exhibition, held at 
Olympia in February, with a description of 
machinery for plastics packaging. 


N impressive sign of the import- 

ance attached to packaging in this 
country was the large number of different 
machines at Olympia designed to manu- 
facture, convert and seal a variety of 
packages and packaging materials. The 
greatest interest to users of plastic 
materials was the large variety of 
machines for heat-sealing thermoplastic 
films and sheets. 


A. H. Bland (Engineers), Ltd., West 
End, Yeading Lane, Northolt, Middle- 
sex, have developed a wide range of these 
sealing machines, mostly designed for use 
with “Alkathene” polythene film. They 
range from simple hand - operated 
crimping and sealing machines to large 
continuous band-sealers, into which packs, 
such as loose drum liners, can be fed at 
a high rate. 

A recent addition to the range is the 
type 5T.F.A.H. portable hand-operated 
quick-sealing machine for polythene and 
p.v.c. An interesting feature of this 
machine, which produces a seal 5 ins. long 
and 7's in. wide, is that it may be taken 
to the pack where the object to be packed 
is too bulky to be brought to a normal 
machine. This has been used successfully 
to seal the large ‘“ Alkathene” film 







Fig. 3.—i{Model 

5T.F.A.H. portable 

hand-operated seal- 

ing machine. (A. H. 

Bland (Engineers), 
Ltd.). 


Fig. 4.—* Simplex ”’ 
polythene bag- 
making machine. 
(Soag Machinery Co.) 
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Fig. 1.—A variety of “ Pyra- 
mid” heat-sealing machines 
for thermoplastic films (A. H. 
Bland (Engineers), Ltd.). 





Fig. 2.—Foot-operated bag- 

sealing machine made by 

D. C. Engineering Co., Ltd., 
for Porosan, Ltd. 






envelope used in the export packaging of 
Austin cars. The weld gives a perfect 
seal which is at least as mechanically 
strong as the original film. 


Another heat-sealing machine for poly- 
thene is that made by D. C. Engineering 
Co., Ltd., for Porosan, Ltd., Warwick 
Court, High Holborn, London, W.C.1. 
There are several interesting refinements 
which overcome some of the difficulties 
encountered in removing the sealed pack 
quickly and smoothly from the heating 
jaws. By using a continuous band of 
fabric on which and to which the bag 
closure is sealed, it is possible to handle 
the bags at high speed, the band being 
drawn an inch or so at each sealing, thus 
holding the sealed bag clear of the next 
to be offered to the sealing jaws. As the 
jaws are fitted with a “ Fluon ” (polytetra- 
fluoroethylene) strip on their upper pad, 
the “hold” of the seal to the other 
polythene surface is complete and the bag 
draws away smoothly from the jaws. 
There is, in addition, the “tack” of the 
softened polythene which adheres it 
lightly to the fabric backing interposed; 
by the time the loop of fabric has reached 
its lowest point the polythene-to-poly- 
thene adhesion is perfectly set and the 
bag ready to be peeled off and packed into 
outer containers. 

Another machine made by the same 
firm was shown on the stand of 
Cascelloid, Ltd., Abbey Lane, Leicester. 
This is worked by a switch in an auto- 
matic time cycle, the jaws being closed by 
magnetic power. Time, pressure and 
temperature of the sealing operation can 
be automatically controlled. A cloth roll 
for moving the bag after sealing is 
adopted there as in the previously 
described machine. 

A small machine for sealing polythene 
bags is the “ Hypak” heat-sealer manu- 
factured by the Rival Packing Division 
of the Oppenheimer Casing Co. (U.K.), 





Fig. 5. The “ Hypak” heat-sealer. 


Ltd. This was shown on the stand of 
I.C.L., Plastics Division. The machine is 
extremely simple in design, construction 
and operation and is consequently 
marketed at a very low price. 

More specialized and complex machines 
for making and sealing packages were 
also seen at Olympia. 





Fig. 6. Automatic polythene bag sealer. 
(D.C. Engineering Co., Ltd.) 


“ Sealtite”” pharmaceutical packages 
manufactured by Ivers-Lee (Great 
Britain), Ltd., were described in our 
review of the packaging services last 
month. The machine which produces 
completely sealed bags of weighed 
quantities of powder, however, deserves 
a few more words of description. 

The Ivers-Lee vertical B.I. powder- 
packaging machine is fed with a roll of 
heat-sealable packaging material (Fig. 7, 
right). In the first stage of the process 
the crimping jaws close on the film— 
which has been folded double—to form 
three sides of a bag. An automatically 
weighed amount of powder is fed into 
this bag, which then moves down and is 
sealed by the next operation which, at 
the same time, forms the base and sides 
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of the following bag. Finally, the sealed 
bag is cut and falls on a conveyor belt. 
Thus at one operation the machine is 
forming and filling one bag, sealing 
another and cutting off a third. 





Fig. 7. Ivers-Lee vertical B.1 powder 
packaging machine. 


Various improvements in machinery 
utilizing plastics packaging material were 
in evidence. For example, the wrapping 
of irregular-shaped articles in a form that 
will maintain sales appeal has now been 
solved by a technique developed by 
Goodyear Tyre and Rubber Co., Ltd. 
This “Snug-Wrap” machine, manu- 
factured by Grayson’s Engineering Co., 
Sedgley Street, Wolverhampton, and 
marketed under licence by Charles E. 








Fig. 8. The ‘Snug-Wrap”’ machine. 
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Douglas and Co., Ltd., 76-86, Strand, 
London, W.C.2, applies a tight individual 
wrapping of “ Pliofilm” to all kinds of 
irregular-shaped commodities. The film 
is passed over electrically heated rollers 
and then between two foamed-latex rolls 
which cushion the plastic tightly round 
the article to be wrapped. A conveyor 
belt finally carries the package forward. 
Speed of operation corresponds with the 
speed at which the commodity is fed into 
the foamed-latex rollers. 

The right-angled creasing of thermo- 
plastic sheet for box-making is now 
greatly speeded up by use of the “ Taber ” 
thermocreaser, a production of Taber 
Instrument Corporation, represented in 
this country by Soag Machinery Co., 
Juxon Street, Lambeth, S.E.11. In this 
machine an accurately heated thermo- 
statically controlled creasing blade presses 
the material into a metal forming die or 
a resilient rubber pad. Due to this unique 
feature, the lighter gauges of thermo- 
plastic material are creased instantly. 
The machine operates on _ cellulose 
acetate, ethyl cellulose, vinyl acetate or 
cellulose nitrate sheeting of 5 to 20 thou. 
thickness, up to 30 ins. wide. It is used 
with the “ Redifon ” box welder described 
in “ Plastics” June, 1950, page 173. 





Fig. 9. ‘ Taber” thermocreaser. 


A fully automatic machine (Soag 
Machinery Co.) for the high-speed pro- 
duction of flat or gusset bags from poly- 
thene film operates at speeds up to 4,800 
per hour, and uses either extruded tubing 
or flat material in roll form. The operator 
has only to thread the roll stock into the 
machine and take out the finished bags 
as they become stacked in the receiving 
receptacle. The change-over from one 
size of bag to another is effected in a 
few minutes. An electric eye is incor- 
porated for producing bags to perfect 
printed register from reels of previously 
printed film. 

A rotary patch-lining machine by 
Lerner Machine Co., Ltd., Lea Valley 
Road, Ponders End, Middlesex, is fully 
automatic-in applying a cellulose acetate 
film to cover an aperture in a carton blank 


(Continued on page 101) 
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World’s Industry Employs Plastics 





RE 
GENERAL ENGINEERING 


Laminated wood 
for jigs and tools.— 
The properties and 
application of 
Hydulignum (Hor- 
dern-Richmond, 
Ltd., Haddenham, 
Bucks); are 
described. This 
material has found useful applications 
for jigs and press tools for aluminium, 
using rubber moulding technique. 
(“ Machinery (London),” 1950/Dec. 21/ 
671.) 

Transparent guards for power presses. 
A suggestion to attach upright sheets of 
Perspex }-in. thick to the sides of press 
tools. These can surround the press tool 
and should only have gaps for the 
material to pass. (“ Mech. World,” 
1951/Feb. 9/137.) 


Moulded threads.—K. Brandenburger 
deals with the problem of providing 
moulded components with a thread, and 
compares bad and _ good _ designs. 
(“ Oesterreichischer Maschinenmarkt und 
Elektrowirtschaft,” 1950/Nov./471.) 


Moulded pulleys for a drill press have 
reduced the manufacturing costs by two- 
thirds. By means of an ingenious tool 
with four cutting edges, four V-belt 
grooves can be machined simultaneously. 
(“ Machine and Tool Blue Book,” 19517 
Feb./206.) 


Laminated, plastic tubing is surveyed 
by D. E. Roland. At least 10 grades of 
the thermosetting laminates are avail- 
able, providing a wide range of products 
for mechanical, electrical and corrosion- 
resisting applications. A table gives 
mechanical and electrical properties of 
nine different grades of laminated plastic 
tubing. (“Materials and Methods,” 
1950/ Dec. / 64.) 


Rotary Tablet Press.—A double press 
made by Arthur Colton Co., Div. of 
Snyder Tool and Eng. Co., 3400, E. 
Lafayette Avenue, Detroit, 7, has a capa- 
city of 1,575 tablets/min. for a maximum 
diameter of 4 in. and depth of ? in. 
Twenty-seven punches and dies, and two 
stamping stations exert maximum 
pressure of 5,000 Ib. Another machine 
has a maximum output of 1,930 tablets/ 
min. for a maximum tablet diameter of 
i in. This machine has 33 punches and 
dies. (“ Materials and- Methods,” 1950/ 
Dec./92.) 

Rubber-phenolic materials are pro- 
Cuced for obtaining greater impact 
strength. W. Goss describes this new 
“evelopment in detail, comparing with 
‘oodfiour, fabric, cotton flock and 

‘bestos materials. A number of inter- 


esting applications are described. (“ Pro- 
duct Engineering,” 1951/Jan./137.) 
Welding thermoplastics—An_  up-to- 
date survey by K. Krekeler differentiates 
between: autogenous heating, friction 
heating, hot air, heated tools, high- 
frequency heating and flame polishing. 
(“Schriftenreihe des Verkehrsminis- 
teriums des Landes Niederrhein-West- 
falen.” 1949/Booklet No. 5, p. 29.) 
Creep-time properties of “ Lucite” and 
“ Plexiglas” have been investigated by 
J. Marin; Yoh-Han Pao, and G. Cuff for 
the following stresses: Tension, compres- 
sion, bending and torsion. In a log-log 
diagram a linear relation exists between 
the minimum constant-creep rates and 
stresses. The creep deflection and creep 
rate in bending could be predicted, using 
creep constants in tension and compres- 
sion. (A.S.M.E. Paper 50-A 19, presented 
Annual Meeting, No. 26-Dec. 1.) 


Steels for plastic moulds.—Valuable 
data on the selection of die steels are 
given by L. F. Spencer. Factors to be 
considered are: Size, design, available 
moulding pressures, material to be 
moulded. (“Tool Engineer,” 1950/ 
Nov. /20.) 





LECTRICAL 


Stresses in tele- 
phone receivers are 
made visible by 
moulding them of 
transparent plastics. 
Compressive forces 
are applied simulat- 
ing those which 
occur when a re- 
ceiver is dvocaiid on end. The optical 
fringes permit determination of the 
stresses and their distribution. (“Bell 
Laboratories Record,” 1950/ Dec. / 536.) 


Plastics at high temperatures.—The 
creep properties of plastics used as elec- 
tric insulators, such as_ polyethylene, 
ebonite, polystyrene, and polymethyl 
methacrylate, were investigated by W. 
Letharsich at temperatures near the 
softening point. Strangely enough, the 
creep properties resemble those at room 
temperatures, but the stress applied is 
considerably lower. (Technical Report 
L/T 242, Brit. Electrical and Allied 
Industries Research Assn., 1950.) 

Phenolic laminate for high-frequency 
insulation, produced by The Richardson 
Co., Melrose Park, Ill., U.S.A., are said 
to give a desirable ‘balance between 
electrical and physical properties. 
(“ Materials and Methods,” 1950/Dec./ 
87.) 


Miéhturing dielectric strength at 
elevated temperatures. —An apparatus 











has been developed by W. Hand and 
R. R. Winans permitting test tempera- 
tures up to 250 degrees C. Specimens 
tested include fabric-base and paper-base 
phenolic resins, as well as glass-base 
melamine and silicon resins. (“ A.S.T.M. 
Bulletin,” 1951/Jan./63.) 


A pawl for telephone dial was formerly 
made of a moulded hard-rubber body 
and a steel bearing pin. Recently the 
complete part was made of nylon, 
eliminating the _ insert. (“Machine 
Design,” 1951/Jan./143.) 


Wire insulating material.—Plasticized 
polyvinyl chloride and polyvinyl chloride- 
acetate resins have found widespread use 
as insulating and jacketing materials. A 
wide range of properties can be obtained 
by proper formulation and the various 
uses are described in detail by J. E. 
Flood. (“ Wire and Wire Products,” Vol. 
25, 1950/Dec./1041.) 






“New plastic- 
impregnated gloves 
(American Rubber- 
ising Co., 617, 11th 
Avenue, S., Minne- 
apolis, Minnesota) 
are said to have 
excellent wear- 
resistant qualities as 
well as high corrosion resistance. 
(“Products Finishing,” 1950/Dec./ 110.) 


Brushes for duct cleaning are made 
by Kleen-e-ze Brush Co., Ltd., Hanham, 
Bristol, with nylon bristles and a 
body of wood-based laminated plastic. 
(“ Machinery Lloyd,” 1951/Jan. 13/89.) 


Flexible, corrosion-resistant plastic.— 
B. G. Staples describes the application of 
“ Teflon” rings and tapes as gasket and 
gasket-protecting materials in chemical 
processing equipment, in particular that 
for dairy, food and beverage processing. 
(“ Materials and Methods,” 1950/Dec./ 
48.) 

Effect of fuel immersion on laminated 
plastics has been studied by W. -A. 
Crouse and collaborators. Nineteen 
samples of laminated plastics were 
exposed to the effects of cyclic and con- 
tinuous immersion in heptane, toluene 
and SR-6, a test fuel. The influence on 
weight, dimensions and flexural proper- 
ties was studied. (A.S.M_E. Fall Meeting 
paper 49-S-32, abstract. “ Mechanical 
Engineering,” 1950/June/506.) 


New silicone elastomers have been 
developed by Dow-Corning Corp., 
marketed as Silastic 250; their properties 
and applications are described. 
(“ Materials and Methods,” 1951/Jan./ 
67.) 
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IN THE SERVICE OF MAN 


A pictorial review of high-quality units moulded 
or otherwise fabricated in Great Britain . . . 


18. Fancy Goods 


‘x iy 


(Above) Artificial flowers 

shaped from cellulose 

acetate sheet and coloured 

by hand spraying, are 

manufactured by Miller- 

Kent Permanent Flowers, 
of Hartlip, Kent. 


(Left) Injection-moulded 
“‘ Paragon”’ cocktail mats 
in clear polystyrene are 
marketed by Lawleys, Ltd. 


(Above) Gift casket for cigarettes, moulded in 

ivory ‘ Beetle”’ urea material by the Streetly 

Manufacturing Co. Ltd., for Benson and Hedges 
(Overseas) Ltd. 


(Right) Children’s napkin rings with 

hand-painted and moulded decorations, 

made in cellulose acetate by P.A. 
Permuta Plastics, Ltd. 


(Below) The main use of ‘‘ Crinothene ’’ translucent 

polythene sheeting is in the manufacture of lighting 

fittings and lampshades, such as these manufactured 
by Godfrey Lampshades, Ltd. (Photo: I.C.1.) 


(Above) Intricate decorative designs 
in many colours may be produced by 
“ back-engraving’’ clear ‘‘ Perspex” 
and‘colouring the resulting cavities. 
Engraving marks may be hidden, as 
in this paper-weight, by backing 
with opaque “ Perspex.” 


(Below) This combined electric table lighter 

and ash «tray made by Faulkalite Electrical 

Products, Ltd., incorporates a sphere and ash- 

tray base moulded in “Beetle ’’ melamine by 
Mellowes and Co. Ltd. 








(Right) Hat pins and brooch 

showing further examples of 

the type of floral decorations 

obtained by reverse engraving 
‘* Perspex.” 


(Above) This novel comb, manufactured 

by E. R. Holloway, Ltd., incorporates a 

sliding container in which hair-grips may 
be kept. 


(Below) The “ Nu-Lustre”’ comb, moulded 

in cellulose acetate by Aberdeen Comb- 

works Co., Ltd., contains a pad soaked in 

perfume or hair lotion which seeps through 

the small holes between the teeth of the 
comb, 


(Above) Powder bowls made in ‘ Catalin” 
cast phenolic resin manufactured by Catalin, 
Ltd. 


(Below) The cup of the golf ball wiper 

manufactured by Hellermann Electric, 

Ltd., is made of soft flexible polyvinyl 
chloride, 


(Above) The toughness of injection- 
moulded nylon makes it virtually 
impossible to damage combs made in 
this material. (Photo: I.C.I., Ltd.) 


(Right) This small basket in © 

pastel-coloured cellulose ace- 

tate is moulded by British 
Moulded Plastics, Ltd. 





(Left) High-frequency welding is used 
in the manufacture of wallets from 
embossed p.v.c. sheeting made by 
Erinoid, Ltd. (‘‘ Plastics,” 1947/Feb./72.) 


(Right) Metal-plating on plastics raises 

possibilities of great decorative effect. 

This experimental plating of a 

polythene bottle has been carried out 
by Metaplast (England), Ltd. 





(Above) Three plastic materials—‘“ Perspex,” ‘ Catalin” 
and p.v.c. extrusions—are used in the construction of 
the clock and candle-holders made by O’Keeffe, Bros. 


(Above) Different patterned lamp-shades are easily 
made up by pleating a flat circular sheet of cellulose 
acetate by means of a moulded plastic clamp. Both 
clamps and shades are made by Lustro Distributors, Ltd. 


(Above) These plastic dress ornaments, coated with a 
metallic film, are manufactured by Combex, Ltd. 





(Below) Small ornaments 
for brooches can be injec- 
tion-moulded on the small 
hand - operated machine 
made by Asmidar, Ltd. 
(‘‘ Plastics,’ 1949/Oct./85.) 





(Above) Wool dispenser moulded from 
“‘Scarab”’ material by N.B. Mouldings, Ltd. 
The “Beehive” design, approved by Patons 
and Baldwins, Ltd., makers of ‘‘ Behive.”’ wool. 
(Photo: B.I.P., Ltd.) 


(Below) Vase and two trays in pastel-coloured 
phenolic casting resins are manufactured by 
Maurice Blair and Co., Ltd. 











(Below) This knitting-needle box, moulded in white urea by Halex, Ltd., 
has recently been redesigned for longer needles and now incorporates 
a needle gauge on the front edge. 





(Left) This selection of 
products by Scintillex, 
Ltd., includes a small 
sewing set, p.v.c. mani- 
cure set, powder com- 
pacts and_ various 
plastic ornaments. 


(Right) This plastic 

novelty ash - tray is 

manufactured by The 

Vogue Manufacturing, 
Co., Ltd. 





(Left) The “ Kemt” hair lotion 

pack incorporates a spray pump 

attachment with components— 

nozzle assembly and plunger— 

moulded in “Beetle” by the 

Streetly Manufacturing Co., 
Ltd. 


(Right) Decorated children’s 
coat - hangers are injection- 
moulded in cellulose acetate 
material by Universal Metal 
Products, Ltd. 





(Left) Plastic egg-cup and 
dress ornaments are elec- 
tro-plated by B. Berger 
and Co., Ltd., to give a 
metallic appearance 
(‘* Plastics,” 1948/368). 





(Below) The novel slide fastener 
made by Philips and Associates, 
Ltd., entirely of extruded p.v.c., 
is combined with p.v.c. sheeting 
to make these little pouches. 








(Below) The “ Zam- 
besi’”” buttons with 
decorative mottle are 
manufactured by 
Hornflowa, Ltd. 











(Above) A print incorpor- 
ated in a sheet of “Warerite” 
laminate is used as the base of 1 i 
this tray, manufactured by 
the D. E. Plastic Develop- 
ments Co., of Cheltenham. 
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(Above) Statuette and decorative umbrella handle 
are made of phenolic casting resin by Lacrinoid 
Products, Ltd. 


(Below) ‘‘ Marco” cold-setting polyester resins (Scott, Bader and 
Co., Ltd.) combined with suitable fillers are used to manufac- 
ture the statuette and the boxes shown here. 





(Left) This “‘ Perspex”’ tray with 

elaborate design engraved from 

the underside was manufactured 

by Pasco Industries, of Slinford, 
Sussex. 








(Below) Powder compacts, fabricated from 
transparent “Perspex” by Jj. Starkie 
Gardner, Ltd. 
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Plastics in Building—VII 


By JOSEPH B. SINGER, B.Sc.(Arch.), A.R.I.B.A. 


S lines advent of plastics in the field of floor coverings can 
be best seen against a background of existing materials, 
particularly in relation to the properties of these materials 
as ¢ompared with synthetic resin products. Wearing quality, 
appearance, comfort and ease of cleaning are the main factors 
which determine the choice of a floor finish. The relative 
importance of these factors depends on whether the flooring 
is intended for domestic or industrial purposes. 

Floor-covering materials, generally, can be divided into the 
following groups: (1) Tile and slab flooring, including com- 
position slabs, asphaltic tiles, cork and rubber tiles; (2) sheet 
flooring, e¢.g., linoleum, cork and rubber; (3) jointless flooring, 
including anhydrite, asphalt, cement and bitumen, granolithic, 
terazzo, magnesium oxychloride, rubber latex cement, and 
fleximers; (4) wood flooring, including wood blocks. 


Flooring Tiles 


Pioneering work in plastics flooring was done for the 
“ Vinylite House” erected at the Chicago Fair, 1933, where 
a vinyl type of floor covering was used. In the experimental 
stage, shortcomings such as shrinkage had to be overcome; 
quality had also to be greatly improved before tiles could be 
mass-produced. Various plastic materials, including vinyl 
chloride and the copolymer of vinyl chloride and vinylidene 
chloride were used in the manufacture of such tiles. Fillers, 
resisting the action of chemicals, had to be chosen and 
dimensional changes counteracted by arranging the tiles with 
laminations at right angle to each other. Additionally, the 
tiles had their backs sanded to ensure better adhesion, and 
in some cases were laminated to a sheet of inorganic substance. 
Vinyl plastic floors of to-day, however, can be compared in 
quality on a fully competitive basis with traditional coverings. 

In general, polyvinyl chloride floor materials are produced 
in the form of tiles and continuous rolls. The tiles are manu- 
factured in a standard size of 9 ins. by 9 ins. by % in. by 
Thomas De La Rue and Co., Ltd., Plastics Division, and to a 
standard size of 12 ins. by 12 ins. by 3} in. (or } in.) by G.R.L. 
Plastics, Ltd. Both types are available in a range of plain 
and mottled colours. The plastics ingredient imparts resiliency, 
and this property enables the surface to recover from pressure 
markings and dents; very heavy point loads, however, should 
be distributed. The tiles are unaffected by oils, and are 
resistant to most acids and cooking fats. The floor finish is 
warm and has a water absorption of only 0.054 per cent. 
The material has low inflammability and does not support 
combustion, but the proximity of heat sources and sub-floor 
heating may cause the edges of the tiles to curl and some 
caution should therefore be exercised as to where these tiles 
are laid. 

The laying of plastics floor covering should be done prefer- 
ably by specialists. Special adhesives are used for fixing the 
tiles to the sub-floor, which may be concrete (on which the 
tiles can be laid direct) and wooden floors (where a layer of 
felt is recommended to eliminate any uneveness of the boards). 
Chemically resistant tiles are manufactured from a_ high 
molecular weight vinylite resin and special types of fillers 
and plasticizers. A heavy filler content is characteristic of 
these tiles, which are produced in a number of colours and 
are also laid by means of special adhesives. 

Other types of flooring tiles are made from asbestos fibre, 
mineral fillers and pigments, with a thermoplastic binder. The 
mixed ingredients are bonded by being passed through 
pressure-heated rollers, the resulting sheet being cut into tiles 
of the desired standard size. These tiles are produced in a 
thickness of § in. for use where only light traffic is encountered, 

and ;; in. for situations where they have to withstand heavier 


wear. Such tiles, manufactured under the trade name 
‘““Semastic ” by Semtex, Ltd., have undergone hardness tests 
by measuring the impressions produced by a 1-in.-diameter 
ball falling from a height of 6 ft. These tests have shown 
that the hardness of the tiles comypares favourably with 
linoleum, sheet rubber, cork tile and wood block, but is 
inferior to quarry tiles and magnesite composition flooring. 
Other tiles with a synthetic resinous binder include the 
“Accotile” tile (Armstrong Cork Co., Ltd.), and the “Marley” 
tile (Marley Tile Co., Ltd.). 

Resin-bonded sawdust and wood chips are also used in the 
manufacture of floor tiles, using a formaldehyde type of resin 
for bonding the wood under heat and pressure. The 
proportion of sawdust to resin is generally 10 to 1. This 
resin-bonded material is also produced in standard-size boards, 
which can be cured and dried prior to being machine-cut into 
the form of square or rectangular shapes, the latter being laid 
in herring-bone pattern to resemble wood blocks. This type 
of floor covering has good insulating property, it is warm to 
the feet and its fire resistance and dimensional stability are 
better than that of wood. “ Weyroc” flooring blocks and 
tiles (Airscrew Co. and Jicwood, Ltd.), manufactured in three 
sizes, 9 ins. by 9 ins., 6 ins. by 6 ins., and 9 ins. by 3 ins., 
all $-in. thick, have a weight of 55 lb. per cubic ft., and are 
laid with adhesive on concrete or other rigid sub-floors. 





Fig. 1.—Plastics flooring in sheet form on wood floor with 
underlay of felt. 





Fig. 2.—Plastics flooring in sheet form on cement-screeded 
concrete sub-floor with underlay of felt. 
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Sheet floor covering based on polyvinyl chloride, with 
asbestos or other inorganic fillers and pigments, is calendered 
to uniform thicknesses and widths in continuous lengths, for 
example, 12-yard rolls, 36 ins, wide and 3/22-in. thick. As 
supplied by G.R.L. Plastics, Ltd., under the trade name of 
*Phenco,” the range of colours includes cream, green, red, 
brown and black, and marbled effects. 

This flooring has been tested for wear, indentation, pliability, 
water absorption and inflammability in accordance with a 
British Standard. It has also been subjected to the action of 
acids and organic solvents and results have been satisfactory, 
apart from contact with such liquids as concentrated 
sulphuric acid, trichlorethylene and petroleum-type solvents. 
Resistance to indentation is similar to that of a good quality 
linoleum but, subjected to bending, the material is superior 
to linoleum of the same thickness. Both linoleum and 
“ Phenco ” flooring are more susceptible to indentation when 
exposed to heat, e.g., in front of fires, in this respect the 
plastics flooring is affected more appreciably. Such limita- 
tions to use must be taken into account when laying the 
material. 

Plastics Flooring in Sheets 

Prior to laying, the sheets must be unrolled and turned to 
eliminate the curvature of the roll. The material is then cut 
to fit the floor, allowing }-in. to 1-in. overlap at the seams 
for dimensional changes. After 14 to 21 days the seams 
should be cut to a butt finish, and fixed with linoleum brads 

_if necessary. When fixed with a special adhesive to the 
sub-floor, the rolls should be cut in prior to applying the 
adhesive. Both the sub-floor and the material are coated 
with a thin layer of adhesive, and the sheets are then pressed 
in position, any air bubbles under the flooring being rolled 
out or treaded out. The use of an underlay of felt adds to 
the resilience of the floor. 

Sheet flooring is also produced from a mixture of cork 
dust, sawdust or wood flour, and pigments, with a base of 
gelatinized nitrocellulose. These materials are mixed into a 
paste, which is spread and compressed on a woven jute 
backing. It is manufactured in thicknesses up to }+-in., 
6 ft. 6 ins. wide, in rolls up to 32 yards long. An adhesive 
is used for fixing to the sub-floor and the sheets are butt 
jointed. The material is harder than linoleum and fairly 
quiet and warm, and is more resistant than linoleum to the 
action of soda in detergents used for washing the floor. 


Jointless Flooring 
Plastics are used as ingredients in jointless flooring in 
combination with a dehydrated mix of blended cement, pig- 
ment and aggregates. The polystyrene, phenolic and poly- 
vinyl types are based on the aqueous dispersions of their 
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respective resins. The fleximer floorings are laid in the cold 
plastic state in situ on level sub-floors to form a continuous 
floor, ? in. thick, with a smooth float-finish. Concrete floors 
have to be cement-screeded, and fleximer underlays and 
primers are used under certain conditions. Although such a 
flooring can receive light traffic 48 hours after laying, the 
toughening of the material takes another two to three weeks. 
Regular polishing improves the appearance of all fleximer 
floorings and prolongs their life. At present they are avail- 
able only in red, light brown and dark brown. The com- 
position of fleximers can be modified to make the flooring 
suitable for industrial use, as regards being chemically 
resistant and withstanding the heavy wear of factory and 
workshop conditions. 

Among fleximer floorings the polyvinyl acetate type 
deserves special attention. For this fleximer, polyvinyl 
acetate emulsion is mixed with cement, pigment and aggregate, 
e.g., either Portland cement, Snowcrete, or Cement Fondu 
being used with granite chippings, sand, cork granules and 
vermicultite, and laid to a thickness of from 3/16 in. to 3 in. 
The resiliency of the resulting floor is claimed to be equal to 
that of wood. When coloured aggregate is used, decorative 
effects can be achieved by rubbing down the surface, which 
can be finished with wax polish. Incidentally, it may be 
mentioned that the “dust” nuisance on a concrete floor can 
be reduced by adding polyvinyl acetate to the mix. 

The design of a floor suitable for situations accommodating 
chemical plant involved various experiments in the plastics 
field. Monolithic construction with a resin-bonded concrete, 
although adequate in many respects, was subject to attack 
by alkalis. A “floating” type of floor, based on the prin- 
ciple of laying a chemically-resistant membrane on the sub- 
floor and finishing with a hard-wearing layer, however, has 
now been evolved. In this system polythene (“ Alkathene”) 
foil, 0.010 in. thick, which is manufactured in reels 46 ins. wide 
and 100 yards long, is jointed into a continuous membrane 
by heat welding the edges. This foil can be laid on concrete 
floors previously cement-screeded to a smooth finish. The 
polythene is finally covered with acid-resistant cement and 
finished with special tiles or bricks. Alternatively, the first 
screed can be omitted and the polythene membrane laid 
direct on smooth concrete sub-floor. In both cases, however, 
any air pockets under the foil have to be eliminated. 

Among other applications, polythene foil can be used for 
the lining of ducts, sumps and tanks. It is already being 
used by Imperial Chemical Industries, Ltd., for floors at 
chlorine, and nitric acid plants, and for lining ducts which 
carry away acid spillage. 


(To be continued.) 











PACKAGING MACHINERY 
(Continued from page 94) 
and so form a “ window” through which 
the contents can be viewed—a type of 
packaging for which there is a rising 
demand. A stack of punched cardboard 
blanks is placed on the feed table, from 
which they are taken out singly and 
passed on -to the gumming unit which 
applies the adhesive to the inside of the 
blanks by rubber pads, shaped to suit 
the opening. The gummed blank is then 
passed to the patch feed cylinder, which 
carries the film ready for attachment to 
the opening, sufficient time being allowed 
for the adhesive to penetrate the fibres 
of the cardboard and become slightly 
tacky. The patch feed cylinder holds the 
patch firmly by means of suction and 
ensures accurate register of patch with 


blank. The output of the machine is 
4,000 blanks per hour. 

Plastics are used in the actual con- 
struction of a new automatic stocking 
packer by Strachan and Henshaw, Ltd., 
Whitehall, Bristol, 5. This machine is 
completely enclosed when in operation, 
but the mechanism is lighted from within 
and can be kept under observation 
through a cover made of “ Perspex.” Both 
the feed and delivery tables are made 
from laminated plastics; there are also 
moulded Bakelite handwheels and resin- 
bonded gears. 

Opaque white “ Perspex” is also used 
in the construction of the main dis- 
charge chute, delivery spout and return 


chute of the “ Hy-tra-lec” Model “A” - 


automatic weighing machine manufac- 
tured by Industrial Products (Speco), 


Ltd. This model will accurately weigh 
and fill up 30 packets of potato crisps 
per minute. The “ Perspex ” components 
are fabricated by Thermo-Plastics, Ltd. 

The simplest of all the sealing instru- 
ments shown at the exhibition, yet one 
which has widespread application, is the 
“Lyteze”  sealing-iron. The entire 
instrument weighs only 6 ozs and heating 
is by a 25-watt element. 

It was first designed for sealing hand- 
wrapped packages, but an interesting use, 
demonstrated on the I.C.I. stand, was the 
sealing of “Alkathene” drum-liners 
in a “bunch” seal. In this method, 
instead of making a flat seal along the top 
of the bag, the top is bunched together 
tightly, bound and then simply sealed by 
pressing the heated sealing-iron down 
flat onto the “ bunch.” 
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Continuous Non-slip P.V.C. 
Flooring 


oe some time past special moulded 
treads have been supplied to various 
transport undertakings, in particular the 
London Transport Executive, to provide 
a non-slip wear-resisting surface in those 
situations where accidents due to slipping 
most frequently occur, as at the front 
edges of steps. 

The non-slip property of these treads 
is due to the incorporation of aluminium 
oxide grit, a material which is extremely 
hard and abrasive. The grit is bonded 
by means of a special p.v.c. compound 
which offers exceptional abrasion resist- 
ance and long life. As a final operation, 
after moulding the treads, the grit is 
raised on the surface by a special process. 
This surface provides the initial non-slip 
property; given such a start, it has been 
found that the relative wear of the grit 
and the plastic is such that a continuous 
non-slip surface is maintained as the 
tread wears away. It was after much 
experimenting that p.v.c. proved the most 
suitable material for bonding the alu- 
minium oxide grit. 

Special shapes have been produced to 
conform to the requirements of design 
for the various public transport vehicles. 
It soon became clear, however, that a 
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flooring which could be laid over large 
areas in continuous lengths was also 
needed, and after lengthy development 
work a hessian-backed flooring with pre- 
cisely the same properties has now been 
produced. This entirely new form is 
made in two thicknesses, 24 mm. and 
4 mm., and has already proved itself to 
be of considerable interest for many 
situations where satisfactory non-slip 
flooring has not hitherto been available. 

The new continuous flooring is easy to 
lay, and will remain non-slip throughout 
its life; by the very nature of its com- 
position it never can wear smooth. 
Further, it is resistant to practically all 
industrial chemicals and will stand up to 
the hardest wear, in all situations except 


(Left) ‘“‘Altro”’ non- 
slip treads are in 
use on London 
Transport buses. 
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Details of methods of fixing ‘“‘Altro’’ non-slip treads in different situations 
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those exposed to elevated temperatures. 

For use in factories where liquid 
chemicals are likely to attack the under- 
lying floor, a jointing paste is supplied 
to provide a complete sealing of the 
joints between the adjoining widths of 
the non-slip p.v.c. material. This joint- 
ing paste sets to form a cohesive seal 
which is impregnable to all those chemi- 
cals to which the flooring material itself 
is resistant. 

In industrial situations the surface 
remains non-slip under both wet and dry 
conditions. From the point of view of 
non-slip quality alone, the main applica- 
tions, however, are in corridors and stair- 
cases of public buildings, and areas of 
buildings over which there is consider- 
able pedestrian traffic. 

This new “ Altro”” flooring is produced 
by Welwyn Plastics, Ltd., Wellite Works, 
Woodside Road, Welwyn North, Herts, 
and the sole distributors are The Adamite 
Co., Ltd., Manfield House, Strand, 
London, W.C.2: It is obtainable in five 
colours—green, beige, brown, navy and 
red. At present the maximum width is 
36 ins., but it is hoped that this will be 
increased shortly. 
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THICKNESS METER.—East Lancashire 
Chemical Co., Ltd., of Fairfield, Manchester, 
have allowed us to examine a new coating 
thickness meter which they have recently 
introduced. Known as the “Elcometer ” 
(Brit. Pat. 624,572), it is a very convenient 
and compact, pocket-size instrument - for 
measuring the thickness of all non-magnetic 
coatings—plastic films included—on an iron 
or steel base. Foils and sheeting, too, which 
are difficult to measure for point thickness 
over a large area, can also be quickly and 
accurately gauged if laid on a steel plate or 
table. 

The instrument relies upon a strong pre- 
aged and durable permanent magnet for its 
operation; the magnetic flux across an air 
gap is varied as to the proximity of a ferrous 
surface to two contacts at the base of the 
instrument, the coating to be measured act- 
ing as a magnetic air-gap between the ferrous 
surface at the contacts. Independence of any 
external source of power means that the 
instrument is always ready for use. A special 
locking device allows measurements to be 
taken in almost inaccessible positions and the 
scale examined subsequently. Accuracy is of 
the order of + 5 per cent. + 0.0001 inch. 


GAUGE AND TOOL MAKERS’ 
ASSOCIATION.—In connection with the 
forthcoming Gauge and Tool Exhibition, 
May 15 to 25, the Association is holding a 
dinner-dance at the Savoy Hotel, London, on 
May 18, so that the exhibiting members, in 
particular, may have the opportunity of 
emertaining British and foreign visitors and 
their wives. 


KEY INDUSTRY DUTY.—The Treasury 
have made an Order under Section 10(5) of 
the Finance Act, 1926, exenipting tricresyl 
phosphate and triethyl phosphate from Key 
Industry Duty for the period beginning 
March 22, 1951, and ending August 19, 1951. 


ACETONE.—The Treasury have made an 
Order under Section 10 (5) of the Finance 
Act, 1926, exempting acetone from Key 
Industry Duty for the period beginning 
March 2, 1951, and ending August 19, 1951. 
Additional Import Duties (No. 1) Order, 1951, 
also exempts acetone from additional duty 
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under the Import Duties Act, 1932, for a 
period ending August 19, 1951. The joint 
effect of these Orders is to make all types of 
acetone chargeable at the 10 per cent. general 
ad valorem duty only from March 2, 1951, 
to August 19, 1951. 

MELAMINE.—Users of melamine in the 
United Kingdom will be interested to learn 
that the melamine plant of The British 
Oxygen Co., Ltd., which is being erected at 
Chester-le-Street, is likely to be in produc- 
tion in late 1951. In the meantime the 
Company is operating a small pilot plant, 
which enables them to provide bulk samples 
for industry to help forward the work of 
process development between now and the 
opening of the new factory. 

MOULDING POWDER IMPORTS.— 
The British Plastics Federation reports the 
following details of private account imports 
of moulding powder for January, 1951:— 

Licences issued: Tons. 

Cellulose acetate - butyrate 
USA) ... Ai 3.6 


Polystyrene (Canada) 243.3 
Polystyrene (Germany) ... — 
Arrivals: 
Cellulose acetate - butyrate 
(U.S.A.) vee Wii oa ae 
Polystyrene (Canada) . 130.15 
Polystyrene (Germany) ... 0.1 


LC.I. PLASTICS DIVISION.—Mr. J. C. 
Swallow has been appointed joint managing 
director of Plastics Division, LC.1., Ltd. 
Since 1942 Mr. Swallow has been research 
director of the Division; previous to that he 
was research manager of the Alkali Division, 
where he was in charge of research work 
that led to the discovery and manufacture of 
polythene. He has been associated with 
LC.I. since its formation. 

Mr. E. G. Williams succeeds Mr. Swallow 
as research director of the Plastics Division. 
Mr. Williams joined the organization in 
1934, and has been with Plastics Division 


since 1943; previously he was deputy 
manager of the Division’s Research 
Department. 


“LURON” COMPETITION, 1951.—A 
new “Luron” angling competition for 
anglers in every section of the British Isles, 
excluding Eire, organized by I.C.I. Plastics 
Division, manufacturers of “ Luron ” fishing 
lines and casts, opened on April 1 and will 
continue until December 31, 1951. The 
country is split up into seven zones, each of 
which includes famous rivers, canals and 
lakes stocked with fish, which can be entered 
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for the competition. A first prize of £15 
and a second prize of £10 will be awarded 
each month to those anglers who catch the 
best fish in each zone: In addition, £5 will 
be awarded to the retailer who supplies the 
“Luron ” to the winning competitor. In the 
case of those zones primarily concerned with 
coarse fish the prizes will be given for the 
best fish irrespective of species. The judges 
will decide which, out of all the entries, are 
the two best fish, taking into account the 
weight, dimensions, site and details of catch. 
In addition to the seven zones for coarse 
and game fish, the coastal waters of the 
British Isles (Zone 8) are open to anglers 
during the holiday months of August and 
September, a selection of sea fish being 
specified. Further particulars and entry 
forms may be obtained on application to 
“Luron” Angling Competition, Imperial 
Chemical Industries, Ltd., Plastics Division, 
Welwyn Garden City, Herts. 

CATALIN, LTD., announce that the net 
profit for 1950 was £14,197 (previously 
£5,489) after tax of £14,346 (£4,010). With 
the balance brought forward of £13,417 and 
taxation reserve not required of £1,704, there 
was available £29,318 (£23,417). The direc- 
tors recommend payment of a 5 per cent. 
dividend (nil), and a transfer to revenue 
reserve of £10,000 (£10,000), leaving to be 
carried forward £13,804. 

0. AND M. KLEEMANN, LTD.—It is 
announced, in connection with the issue to 
shareholders of 200,000 54 per cent. cumu- 
lative redeemable preference shares of £1 at 
21s. per share in O. and M. Kleemann, Ltd., 
that applications from shareholders were 
received for approximately 95 per cent. of 
the issue, the balance remaining being taken 
up by underwriters. 

A. BOAKE, ROBERTS AND CO. 
LTD. exhibited. a range. of plasticisers and 
resins at the Oil and Colour Chemists’ 
Association Technical Trade Exhibition, held 
at the Borough Polytechnic, London 
March 19-21. 

NEW INSULATION CO., LTD.—As 
from April 1, 1951, the Company’s name is 
changed to Permali, Ltd. This change is one 
of name only and involves no break of con- 
tinuity or change of personnel from the 
existing organization. 

HALEX, LTD., inform us that their export 
sales manager, Mr. A. H. Munroe; has visited 
50 different countries on export business for 
the company, since September, 1946. The 
distance covered was over 250,000 miles. 

VINATEX, LTD., will be exhibiting on 
Stand X20 in the Plastics Section of the 
B.LF. at Earls Court, and not Stand X18 as 
announced in their advertisement. Stand 
X18 will be occupied wholly by Vinyl 
Products, Ltd. 

DR. W. H. GARRETT, director of 
Monsanto Chemicals, Ltd., was presented 
with an inscribed silver salver by the Asso- 
ciation of Chemical and Allied Employers, 
on the occasion of his retirement after three 
years as chairman of the Executive Board. 
Dr. Garrett, already a member of the 
Executive Board for 21 years, has now been 
elected Vice-president of the Association, 
and thereby becomes a permanent member 
of the Board. 

ERRATUM.—We regret that our 
Editorial in the March issue (page 57) 
referred to the Controller of Plastics during 
the late war as “ Sir Frank Merriam.” This 
should, of course, have read “ Sir Laurence 
Merriam.” 
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New Productions 


Combined Closure and Pourer 


A new type of closure for a metal drum 
was seen at the recent National Packaging 
Exhibition. Known as the “ FlexSpout,” it 
comprises a metal stamping incorporating a 
flexible pouring spout moulded in polythene. 
As fitted to the drum, the cover plate of the 
concealed pourer projects less than } in. 
above the surface of the end of the drum, 
thereby avoiding damage. When required, 
the polythene screw cap and centre seal are 
removed and the polythene pourer is pulled 
out with the finger or other suitable means. 
After use, the screw cap is replaced and the 
spout is then pushed back to the level of 
the stamping for safe housing. 

The closure is leak-proof and when fixed 
to the drum provides perfect sealing, as the 
polythene of the spout itself acts as a 
gasket. 

The inner seal, moulded in polythene, 
offers further assurance against leakage 
during transit. The spout can always be 
tightiy enclosed with its own threaded cap 
after pouring, and here again no gasket is 
required. 

The fitting is supplied as a complete unit 
and is fixed to the drum in one operation 
by aid of a simple tool after the drum has 
been filled, the drum itself (as supplied by 
the maker) having merely a flanged hole in 
place of the more costly neck. Polythene, 
of course, is unaffected by most chemicals 
and solvents at normal storage and transport 
temperatures. 

The “ FlexSpout ” has been introduced by 
Visegrip Products, Ltd., 227, Grand Build- 
ings, Trafalgar Square, London, W.C.2, who 






are associated with Reads, Ltd., manufac- 
turers of metal drums, Orrell Lane, Walton, 
Liverpool, 9. It has been accepted by the 
U.S. Bureau of Explosives for I.C.C. Specifi- 
cation 17E, and tests have shown that drums 
so fitted can be dropped 6 ft. on to the 
closure without causing leakage. 


Tariff Board 


The new tariff boards which can be seen 
in many railway restaurants and snack bars 
were made for the Hotels Executive of 
British Railways by Lacrinoid Products, Ltd., 
Gidea Park, Essex. They were designed by 
Mr. Rodney Hooper, M.S.I.A., Lacrinoid’s 
product designer. The material chosen for 
the job by the Hotels Executive was “ Per- 
spex.” The colour approved was peach; the 
printing nigger brown. Delivery rate was 50 
boards per week, each board consisting of 
126 parts covering 84 variations. To avoid 
treating the boards as individual items, plan- 
ning for batch production methods was 
adopted and the entire job was jigged up to 
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Tariff board. 


(Left and below) Combined drum closure 
and pourer. 
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eliminate guess work on machining and 
assembly. An important feature was that all 
slides had to be interchangeable, this apply- 
ing to main slides as well as price slides, 
which are separate items. The slides are 
removed by depressing the spring-loaded side 
strips seen at each side of the board. In the 
assembly of the runners to the board, using 
chloroform as cementing medium, the steel 
jig was constructed correct to 1-thou. to each 
space so that the maximum error did not 
exceed 15-thou. It was thus possible to con- 
struct each board perfectly within the 
designed limits. 


Cable-end Identification 


To simplify identification in complicated 
electrical circuits, the use of some form of 
cable marker is now becoming standard prac- 
tice. Various forms of marker have been 
employed, ranging from the hand-written 
paper tag to the more elaborate thimble- 
shaped, engraved plastic cable-end ferrule. 

Due to its durability, neatness, and legi- 
bility, specially engraved plastic ferrule has 
always been regarded as the most satisfac- 
tory method of identification, the main dis- 
advantage being that many firms find it 





Cable-end identification ferrules. 





Mouldings for pH. meter. 
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impracticable to carry large stocks of these 
ferrules. In order to eliminate this difficulty, 
Critchley Bros., Ltd., of Brimscombe, Glos, 
have now designed a fully interlocking 
plastic ferrule consisting of several units, 
each of which is engraved with a single digit 
or letter. From these an almost unlimited 
number of code numbers or combinations 
can be built; in fact, more than 1,000 dif- 
ferent identifications can be made up from 
a stock of ferrules numbered from 0 to 9, 
using only a three-figure code. 

To prevent movement, each ferrule unit 
is made with a key and keyway which 
ensures that they can only be assembled with 
the engravings in line and cannot at any 
time come out of alignment. The ferrules 
are normally black with white engraving or 
vice-versa, but other colours can be supplied 
to order. The entry of cables from both 
right and left, without one side reading 
“upside down,” is provided for by ferrules 
being engraved for either hand as required. 


Mouldings for pH Meter 

There are four mouldings in the pH meter 
assembly which is produced by Muirhead 
and Co., Ltd., Croydon Road, Elmers End, 
Kent, namely, the caps for the calomel 
electrode and the glass electrode, the adjust- 
ing ring, and the base of the assembly. In 
each case the use of “ Bakelite” moulding 
material X11078 has produced an excep- 
tionally high surface finish and has ensured 
safe electrical insulation and resistance to 
corrosive influences. 


Display Case 

The display case for “Biro” pens here 
illustrated was originally intended to be 
made in wood, but this proved too costly. 
As an alternative, the case was moulded by 
J. F. Kenure, Ltd., Feltham, Middlesex, 
using cellulose acetate in silver and red 
grades produced by Courtaulds, Ltd. By 
using cellulose acetate the cost was lowered 
considerably. Moreover, the toughness and 
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“ Poly-tainer”’ travel set. 


colour appeal of acetate were in favour of 
the adoption of this material. Technically, 
the moulding has an interesting feature in 
that the runners are retained as an integral 
part to act as strengthening members. 


Travel Accessory 


A new lightweight travel set, which has 
just appeared on the British market, is likely 
to be much appreciated by those who travel 
frequently. Complete with all the usual 
containers, it weighs only 7 oz., which is 
actually less than the weight of an ordinary 
jar of cold cream. It is, therefore, of par- 
ticular appeal to travellers who are often 
troubled by restrictions regarding the maxi- 
mum weight of personal luggage allowable 
for journeys by air. 

A further outstanding advantage of this 
“ Poly-tainer ” travel set is the fact that all 
parts of the outfit are absolutely unbreak- 
able. The various containers which make 
up the set are manufactured from polythene. 
They withstand any amount of rough hand- 
ling, and the entire outfit can easily be 
squeezed among other items of personal 
luggage without fear of clofnes being spoilt 
by breakage or leakage of the containers 
during the journey. No other containers 








(Left and below) Dis- 
play case, with runners 
as strengthening 


members. , 


possess to such a notable degree the same 


combination of high strength and low 
weight. 
The standard “ Poly-tainer” travel set 


consists of four 4-oz. containers for liquid 
cosmetics, toilet preparations, perfume, etc., 
and two 2-oz. cream pots. These are con- 
tained in a neat zipper-fastening case. The 
natural milk-white finish of the container 
appears to be set off to perfection by their 
gold-lacquered caps which give a touch of 
richness to the set. 

Industrial Appliances, Ltd., 21, Grosvenor 
Street, London, W.1, who are marketing this 
travel set, are already well known in the 
plastics field as suppliers of containers made 
from polythene. 


Light Diffusion Fixture 

A special “Perspex” pressing, 2 ft. by 
2 ft., is cut up into strips and jointed and 
cemented for making the light diffusion 
fixture shown in one of our illustrations. 
It has been introduced by F. C. Johnson, 
4, Malvern Close, Surbiton, Surrey. Units 
of any size in any convenient shape can be 
formed. In use, the fixture is placed in a 
metal bracket and suspended beneath the 
source of the light. 










Light diffusion fixture. 
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The Auto-control “Bipel’’ Moulding Press 


The prototype of this press, by B.I.P. Engineering Ltd., Aldridge Road, Streetly, Staffs, was designed initially for the 
Moulding Division of the B.I.P. Group. It is now available in three pressure ranges: 20-60 tons, 50-150 tons and 100-300 tons 


FoR a number of years The Streetly 
Manufacturing Co., Ltd., had con- 
sidered that the developments in the 
design of compression-moulding plant 
had not kept pace with  injection- 
moulding machines. From experience 
gained by more than 20 years in the 
moulding industry, plans were therefore 
drawn up for a completely new press, 
incorporating all the requirements of 
compression and transfer moulding. 

In 1946 a batch of prototype machines, 
complete with hydraulic drive, was 
installed and began to work on the 
normal 24-hour-per-day production con- 
ditions. Initially, many modifications 
were necessary, and further experimental 
work, particularly in the field of hydraulic 
and automatic control, had to be carried 
out. But so successful was this proto- 
type press that after a three years’ trial 
run it was decided to form a new 
company, B.I.P. Engineering, Ltd., to 
manufacture and market it, so that the 
experience gained should be available for 
the moulding industry generally. 

The first two presses off the production 
line were demonstrated at the B.I.F. in 
May, 1950. The press is now made in 
three basic sizes, all of which are oil- 
hydraulic downstroking machines, and 
which together cover a pressure range 
from 20 to 300 tons. All models can be 
fitted with transfer and ejection equip- 
ment if desired. Type 100, illustrated 
here, has a pressure range of 50, 100 or 
150 tons, and a transfer ram giving an 
upstroke of 27 tons. 

The hydraulic-drive system is of 
particular interest to the moulding 
industry. The principle is to generate a 
medium pressure (1,000 p.s.i.), using a 
simple, inexpensive, balanced Vane 
pump, and to feed the presses through a 
ring main. By means of an intensifier, 
built into the press frame, the pressure 
applied to the ram can be stepped up to 
either 2,000 or 3,000 p.s.i. This unit, 
though small in size, is capable of 
operating up to 12 presses. It consists 
of a pump, a gas-loaded accumulator, a 
supply tank, and an unloading valve. 
Such a system has all the advantages of 
a pump built into the press, but it is far 
less expensive in initial outlay and more 
economical in power consumption. 

When a single press is desired, a small 
edition of the drive unit can be built 
within the channel section of the press 
frame, making the whole machine self- 
contained. 

It will be seen that the press is made 


from very heavy steel plate, keywayed 
to give far greater rigidity than normal 
tie-bar construction. Moreover, this 
design allows the electrical and hydraulic 
equipment to be installed neatly, yet 
easily accessible, in the cupboards formed 
by the channel section of the frame, and 
closed in with sheet-steel doors. 

The “exploded” drawing shows that 
the main ram (3) is of the annulus type, 
eliminating separate drawback rams. 
This also applies to the transfer ram. 
Twin-set packing is used to provide the 
hydraulic seal, and as the rams are hard- 
chromed and highly polished, main- 
tenance is negligible. The ram heads are 
fitted with cast-iron piston rings and the 
cylinder bores in which these operate are 
precision honed. 

The moving table (21) is provided with 
accurate guides (23), set at an angle of 


Fig. 1.—Type 100 Auto-control “Bipel’’ Press 
with transfer ram. (B.I.P. Engineering Ltd.) 





45 degrees, designed to maintain control 
even if the table expands slightly. To 
minimize the expansion caused by mould 
heat spreading through the frames, 
water-cooling platens are provided. The 
guides are readily adjustable for wear. 
This ensures perfect tool alignment at all 
times. 

The right-hand side of: the channel 
section contains the intensifier (4). This 
is a continuously acting reciprocating 
intensifier, designed and patented by 
B.I.P. Engineering, Ltd., which can step 
up the line pressure to a ratio of either 
2:1or3:1. Thus, this machine can be 
used as a 50-ton press from the line 
pressure, and a 100-ton or 150-ton press 
using the intensifier. Two valves, pro- 
vided with spanner flats, which can be 
unscrewed or screwed up in a few 
seconds, select the required ratio. 

Non-return valves (11) protect the 
circuit and prevent intensified pressure 
from being incorrectly applied. 

The slow-close valve (9) is operated by 
a cam, actuated by the press dropping. 
In a mould having a large number of 
small-diameter pins, the valve can be set 
to provide a final close as slow as 1 in. 
per minute, allowing the material to flow 
slowly around the pins and thus avoid 
excessive breakage. 

The guard is operated pneumatically 
from the shop line. Two air pistons (28) 
contained in the guide tubes (5) supply 
the lifting force, and this can be applied 
either by a manual lever (20) or auto- 
matically from the sequence controller. 
The guard is interlocked, not only with 
the scotches (26), but also with the main 
control valve (12), giving absolute pro- 
tection to the operator. This mechanical 
double interlock is shown very clearly in 
the detail sketch (Fig. 3). 

The electrical equipment, housed in the 
left-hand side of the channel section, 
consists of a control panel (33), a Short 
and Mason sequence controller (34), and 
a standard electrical process timer (35). 
The control panel contains all the fuse 
and switchgear necessary to split up the 
incoming three-phase power supply into 


' three separate single-phase heat zones. 


Each of these is thermostatically con- 
trolled by electronic equipment (36), and 
the temperature of each zone can be seen 
at a glance in the accurate dial meter (8) 
fitted with a. selector switch. 

The auto controller is extremely simple 
to set and adjust, and it will reproduce 
accurately and consistently any con- 
ceivable moulding technique, including 
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Fig. 2.—Auto-control “ Bipel”’ press (B.I.P. Engineering Ltd.). 


1.—Prefiller tank.’ 2.—Main cylinder. 3.—Main ram, showing head and 
rings. 4.—Intensifier. 5.—Guide tubes for guard containing air pistons for 
raising guard (see detail, Fig. 3). 6.—Main cylinder pressure gauge. 7— 


Delay valve for slow opening. 8.—Temperature ai 

switch. 9.—Slow close valve. 10.—Control panel for auto operation can be 
pulled out to suit operator’s convenience. 11.—Non-return valves. 12.— 
Main control valve, air- or hand- operated. 13.—Manifold containing air- 
operated hydraulic valves to feed the intensifier and medium pressure, also 
hand-operated cocks to isolate press. 14.—Air inlet cock. 15.—Water inlet 








and outlet cocks. 16.—Air-operated hydraulic valve for transfer cylinder. 
17,.—Transfer cylinder and ram, showing piston rings. 18.—Power point for 
H.F, set, etc. 19.—Hand lever for main control valve. 20.—Hand levers to 
Operate guard and transfer cylinder. 21.—Top table, showing horizontal Tee 
slots (also on bottom table). 22.—Horizontal-Tee slots (both sides). 23.— 
Adjustable guides for top table. 24.—Cam plate to operate interlock bar 
and scotches (see detail, Fig. 3). 25.—Water platens. 26.—Scotch (just 
visible, see detail, Fig. 3). 
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“ dwelling ” and “ breathing.” It consists 
of a revolving drum, graduated and 
grooved to take pegs which operate or 
cancel a series of trip switches. The 
function of each trip switch is clearly 
marked, and it is thus quite easy to slide 
the pegs so that they trip the switches at 
the required second to give the correct 
cycle. Any number of “ breathes” may 
be obtained either before or after apply- 
ing intensified pressure. Alternatively, 
the pressure can be applied and then 
cancelled for a set period. This 
“dwelling” is frequently used in the 
industry, particularly when moulding urea 
materials. 

After the operator has loaded the 
material, he presses the starter button (10) 
which starts the cycle drum revolving. 
The “ Guard Shut ” switch is tripped and 
the guard closes. Immediately the guard 
has fully dropped, the “Main Ram 
Down” switch on the extreme left is 
tripped, allowing the pressure in the 
annulus to be released and the ram to 
drop under its own weight, until it is 
taken over by the slow close valve. As 
the ram drops it draws oil into the 
cylinder from the pre-filler tank. 

The “High Pressure On,” 100 or 
150 tons, is then tripped to suit the 
requirements of the material. Pegs suit- 
ably placed on the drum cancel and 
re-trip these switches according to the 
number of “ breathes ” required. 

For transfer jobs the “ Transfer Ram 
Up” switch is tripped and pressure 
applied to the main ram at the 
appropriate moment. 

A spare trip switch is provided for 
Operating auxiliary pneumatic or 
hydraulic equipment. 

After the cycle controller has_per- 
formed the first part of the cycle, the 
switch marked “Clock In” is tripped. 
This starts the ordinary standard timer 
clock (35), and also stops the drum 


Fig. 4 (above).—Short and Mason Sequence 
Controller 


38.—Synchronous motor. 39.—Brake. 
#@.—Cycle drum. 41.—Trip mechanisms. 
42.—Pilot lamp. 
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Fig. 3.—Details of guard 
mechanism. 


5.—Guide tubes containing 
air pistons for raising guard. 
12.—Main control valve, air- 
or hand-operated. 19.—Hand 
lever for main control valve. 
24.—Cam plate to operate 





interlock bar and scotches. 
27.—Interlock bar. 28.—Air 
piston to lift guard. 29.— 
Adjustable pull rod to 
operate scotch and interlock. 
30.— Quadrant on main 
contro! valve operating shaft 
to co-operate with interlock 
bar. 31.—Bell crank lever to 
operate interlock bar. 32.— 
Bell crank lever to operate 
scotch. 





revolving. When the clock has run out 
its pre-set time, it re-starts the drum. 
Consequently cure can be increased or 
decreased without otherwise altering the 
moulding procedure set on the controller. 

As the drum revolves, pegs cancel the 
“ Transfer Ram” and “ High Pressure,” 
and operate the “ Main Ram Up” switch. 


Fig. 5 (left). 
Electrical Control 
Equipment. 


33.—Main control panel. 
34.—Sequence control- 
ler. 35.—Process timer. 
36.—Electronic temper- 
ature controller. 37.— 
Main isolator switch. 
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This allows pressure into the annulus, 
thus opening the press. When the press 
is open the “Guard Up” and “Cycle 
End” switches are tripped, lifting the 
guard and stopping the auto-controller. 
The press is then ready to repeat the 
cycle exactly, as soon as the operator has 
removed the mouldings and reloaded with 
material. 

This constant and exact reproduction 
of the moulding procedure set for any 
particular job has considerably reduced 
the percentage of rejects due to incorrect 
care or unskilled moulding procedure. 
Moreover, as the operation consists of 
merely removing mouldings, loading and 
pressing a button, the operator is often 
able to work two or more jobs which, 
because of their short cycle, have 
previously demanded one man per press. 

Should the operator wish to stop the 
cycle at any point, he at once pushes the 
emergency stop button on the control 
panel (10). The press immediately stops 
at whatever point in the cycle it has 
reached. Nothing further can be operated 
until the timer has completed the cycle 
and timed itself out. Then, and only 
then, can the re-start button be operated, 
opening the press for the next cycle. 

We are indebted to B.I.P. Engineering, 
Ltd., for permission to visit their works 
to make the drawings and ‘for the 
teohnical description. 
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successful Designing 
for Plastics Moulding—xXIX 


By W. M. HALLIDAY 


EADINGS- may be _ successfully 

employed to achieve the dual purpose 
of stiffening the slender walls of a 
moulding, and to improve its external 
decorative appearance. The article seen 
in Fig. 1 had to be compression moulded 
in urea or similar thermosetting material, 
and the original design is shown at A. 
It consists of a tubular hollow con- 
tainer ‘a, at the upper end of which 
a cylindrical lip “b’ of short length has 
to be provided to allow the hollow 
domed-cover ‘c’ to be snapped smartly 
on, a close fit being maintained between 
the two component parts. The cover 
‘c’ is simply a hollow part carefully 
moulded on the internal diameter to fit 
on to lip ‘b,’ whilst the outside diameter 
of the member is made exactly the same 
as that of the upper largest portion of 
the container ‘a.’ When the cover is 
in position, the outside diameters of the 
two portions have to match up exactly 
and give a smooth, unbroken surface. 

The shape is extremely simple and the 
cavity configurations in the respective 
moulds are easy to reproduce. Certain 
undesirable features, however, have to be 
noticed. In the first place, because of 
the very thin walls the cover member is 
slender and easily distorted out of shape. 
This distortion would be likely to occur 
during moulding, and also when the 
article is in use. From the point of view 
of a user, some difficulties would be 
encountered when removing the cover 
from the container body on account of 
the external surfaces being flush with 
each other. Very poor finger-gripping 
facilities are present to allow a user to 
grasp the cover and body comfortably 
and with necessary pressure. 

















Despite the pleasing conical curvature 
on the lower portion of the container 
body ‘a,’ and the slightly domed head 
of the cover ‘c,’ when these parts are 
assembled their appearance will be unin- 
teresting. A bad matching of the cover 
with the container body, moreover, 
would result from the formation of flash- 
ings on these members. Referring to 
the cover, the mould would be parted 
along the line ‘x’; that for the con- 
tainer would be parted along line ‘y’ 
with the large core plug carried in the 
movable mould block. Unless the flash- 
ings lying along these lines were carefully 
removed, instead of a sharp and clean- 
cut edge on each component to give a 
close match when fitted together, there 
would result ragged and snipped edges, 
giving uneven and unsightly matching. 

When removing flash from the cover, 
no serious objections would be encoun- 
tered, except that a considerable amount 
of material may have to be removed 
from the bottom (open) end face if thick 
flash were allowed to develop. With the 
container, however, care would be 
required to guard against cutting, shear- 
ing or otherwise marking the polished, 
smooth cylindrical surfaces immediately 
below the lip ‘b.’ 

This projected design A was aban- 
doned in favour of the one shown at B 
(Fig. 1). Here the cover ‘c’ is substan- 
tially the same shape as before, and it 
also has the same wall thickness through- 
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out. To increase rigidity and resistance 
towards distortion, however, two bead- 
ings are employed, as shown at ‘d’ and 
“e” respectively. 

Beading ‘d’ is situated at the lower 
open end of the cover, and is semi- 
circular in shape (see upper _half- 
sectioned view). The bead extends com- 
pletely around the diameter and is 
blended smoothly by means of a small 
fillet to the domed curvature. On the 
closed end of the cover, beading ‘e’ is 
of very small height and is truly circu- 
lar, being located concentric with thee 
outside diameter of the part, as shown. 
In cross-section this beading resembles a 
cone with a rounded crest. 


The presence of beading ‘e’ consider- 
ably increases the rigidity of the wall at 
the closed end, whilst beading ‘d’ serves 
to stiffen up the side walls and allow. the 
cover to retain its true circular shape, 
even when firmly gripped by the hand. 

The container ‘f’ is similarly modified 
by the introduction of a beading ‘g, 
located on the edge of the square 
shoulder formed between the lip ‘b’ 
and the short parallel outside diameter 
of the part below that lip. The outside 
diameter of this beading should be 
slightly less than that of beading ‘d, 
formed on the bottom end of the cover 
member, so that the latter bead will 
actually project beyond beading ‘g.’ 
This feature provides a shallow ledge on 
the cover when fitted in position on the 
container, thus giving simple means for 
gripping the cover when removing it 
from the container body. It will be 
noted, also, that the cross-section of 
beading ‘g’ is approximately quarter- 
circular, and that this element is blended 
to the lower parallel portion by means of 
a small fillet. 


ar ae STIFFENING BEAD “e" 


























CONTAINER “a” 


A 





Fig. 1.—Applications of beading 

for stiffening the walls of a 

moulding and improving the 
external appearance, 


COVER ‘*c"’ 


BEADING “‘d" 

LIP **b” 
STRENGTHENING BEAD *g"" 
SHALLOW BEADS “h” OR 


STRAIGHT GROOVES 
FOR HANDGRIP 


CONTAINER “f” 
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LARGE FLAT SURFACE MARRED BY 
FLOW MARKS AND WAVINESS 


PLASTICS 


APRIL, 195! 


DOMED TOP SURFACE 
STRONGER AND DEVOID 
OF FLOW LINES 











SHARP CORNERS 
LIABLE TO SET UP CRACKS 


‘ 


Line ‘x’ denotes the mould parting 
*plane of the tool to produce the cover; 

it is along this line that any flash would 
occur. The mould for the container body 
would have to be parted along line ‘ y,’ 
situated at the top edge of beading ‘g.’ 
Removal of flash along that edge would 
likewise be relatively simple and safe, in 
that all risk would be eliminated of 
cutting or damaging the polished surface 
of the body below the bead. 

The beading ‘g’ will serve also to 
increase the rigidity and stiffness of the 
walls of the container at that open end, 
which would simplify the ejection of the 
part from the mould core plug, and later 
when being handled for trimming. 


Still further to improve hand gripping 
on the container, as also to improve 
appearance, the short parallel portion 
immediately underneath beading ‘g’ is 
provided with a number of beads, as 
shown at ‘h.’ These are located equi- 
distant all round the cylindrical portion 
of the body, and are truly axial with the 
vertical axis of the component, thereby 
being in line with the normal direction of 
opening of the mould blocks. They are 
very shallow, i.e., from .025 to .040 in. 
in height would be ample, and should 
be rounded slightly at the crest. 


The provision of these raised beadings 
would be a comparatively simple matter, 
and would necessitate a series of very 
shallow grooves into the side of the mould 
cavity. Negative beadings in the form 
of shallow grooves could be provided on 
this exterior portion of the component, 
and as far as improving appearance and 
hand gripping these would prove equally 
as effective as raised beadings. One 
practical drawback, however, would 
normally forbid their use, i.e., greatly 
increased difficulties in forming the walls 
of the cavity. 

To reproduce such grooves would 
require suitable raised projections on the 


SURFACE SINKS 
OVER THICK RIB 


AMPLE SIZE FILLETS 


sides of the cavity, and unless such a 
cavity could be “ hobbed” from a male 
master plug, a considerably greater 
amount of machining and setting would 
be required, since the major portion of 
the cavity wall would have to be cut 
back to the required curvature, so as to 
leave the raised projections for forming 
the grooves. For this reason, therefore, 
reverse beadings are not often employed. 

Generally, beadings having rounded 
crests or chamfered edges will be found 
the simplest to reproduce; they give best 
results in respect of strengthening the 
walls of the component, and in adding 
to appearance. Some designers mistakenly 
specify perfectly sharp edges and corners 
when beadings are intended to enhance 
decorative appearance. Beadings of this 
type, however, are prone to lose their 
original shape and clean-cut form much 
quicker than a rounded design; such 
knife-edged portions show a tendency to 
snip and leave rough and jagged edges 
even in normal handling or usage. Sharp 
knife-edges are also more difficult to 
reproduce, due to the fact that some 
thermo-setting materials have sluggish 
flow and thus do not penetrate too readily 
into sharp corners in the mould cavity. 

The formation of cavity channels to 
produce sharp corners and edges on 
beadings may also present toolmaking 
difficulties. Not only are such channels 
difficult to machine, but a greater degree 
of care will be required when operating 
the keenly pointed cutting tool required 
for such purposes. As stiffeners for 
slender walls, sharp-edged beadings are 
not so useful, due to the fact that undesir- 
able stress concentrations may be created 
in the internal structure of the beaded wall 
by reason of the unduly sudden changes 
in the direction of flow which sharp 
corners entail. 

Flutes are very similar in shape and 
form to beadings, except they are usually 


Fig. 2.—Application of external flutings to a moulding. 


much smaller. On the other hand, 
patterns or rows of flutes may be 
employed on a component surface, 
whereas the beading is generally used 
singly. Flutes are applied in connection 
with some plain unrelieved surface of 
the component, whilst beadings are 
located mainly at edges, or external sides 
of openings, cored holes, and the like. 


Fluting 

The fluting of surfaces on a moulded 
component is almost exclusively resorted 
to as a means for increasing the decora- 
tive values. This may be accomplished 
by using them to mask or hide minor 
surface irregularities and blemishes, such 
as scratches, “sinks,” waviness and flow 
line patches. Flutes, also, may be adopted 
to relieve and break large flat surface 
areas which otherwise would lack interest. 

Unlike ribs and beads, which occasion- 
ally may be located on an_ internal 
surface, flutes are almost always employed 
on an external surface. When used in 
conjunction with a rib situated, say, upon 
some internal surface, externally located 
flutes may be the means for arresting 
surface “sinks” and depressions arising 
from unequal wall section or resultant 
unequalized shrinkage of the walls. 

Fig. 2 shows a good example of a 
component where external flutings could 
advantageously be employed. Referring 
to the example A, which is an unsatis- 
factory form,*it will be seen that the 
middle portion of this component has to 
be substantially stepped out, whilst the 
top surface is perfectly flat and com- 
pletely uninterrupted by holes, bosses, or 
other features. The large flat top surface 
of such a moulding would undoubtedly 
suffer surface blemish by reason of pro- 
nounced flow lines, and some waviness. 
Due to the fact that perfectly sharp 
corners are provided at all the points in 
the change of wall directions, consider- 
able stressing would arise, and this in turn 


FLUTES TO HIDE SINKS B 
AND» IMPROVE APPEARANCE 








HEAVY RIB 


Fig. 3.—Application of external flutings to a moulding. 












APRIL, 1951 PLASTICS 31 


PLASTICS in miniature 


for fighter aircraft 


The E.2.A. Aircraft Compass is made by Kelvin & Hughes Ltd. for the Ministry of 
Supply and was developed at the Admiralty Compass Observatory. It is a high grade 
instrument, used as a standard fitment on “Vampire’’, ‘““Meteor’” and other fighter 
aircraft both of the R.A.F. and the Navy, yet it weighs only 3 oz. and can be enclosed 
by a 2 in. cube. 

The compass Bowl is moulded from clear ““Diakon”’ thermoplastic material to a very 
high standard of clarity and dimensional accuracy. The moulding has a complicated 
shape, necessitating the use of a “‘split’”” mould; it has excellent transparency and high 
impact strength, making it an excellent example of the right use of moulded plastics. 
A representative will be very pleased to give details of the specialised knowledge and 
very large manufacturing capacity available for the production of moulded plastics at 
London and Birmingham. ; 





BRITISH MOULDED PLASTICS LTD 
(p) 37 PORTMAN SQUARE + LONDON WI WELbeck 3934 


MOULDED ‘PRODUCTS LTD 


CHESTER ROAD + TYBURN «+ BIRMINGHAM 24 _— Erdington 220i 











two NATIONAL PLASTICS companies 


BM 148 
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PATENT PENDING. 2 NOZZLES & DIAs16)8 i Dias e7) © WATER COOLING TO BE ARRANGED 
SUPPLIED WITH MACH AS NEAR SPRUE AS POSSIBLE. 


N° 9B INJECTION MOULDER 


CAPACITIES 


Linear as above. 


199 Gor-s) 
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(25-4) REAMED HOLE IN 
E FOR NOZZLE. 





Weight a good 4ozs. per shot in cellulose 
acetate—and we mean really sound 


mouldings. 


Output as high as the material and. die 
will permit. 





Service — Machine has an inbuilt capacity for 
long periods under severe condi- 
tions with a minimum of attention. 


E.M.B. PATENT No. 9B INJECTION MOULDER 


E.M.B. Co. Ltd. “unm” 
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would cause the top surface of the part 
to become buckled or distorted, thus still 
further diminishing good appearance. 

A much-improved form of com- 
ponent design is shown at B, where it 
will be noted that all sharp corners at 
the base of the various steps have been 
eliminated, and in their place the walls 
have been amply rounded by substantial 
radius fillets. Thus the sides of the 
cored-out step on the underside of the 
part are well tapered back and, unlike 
the sides of the step in the preceding 
example, have ample draft to simplify 
ejection from the mould. 

Example A would have strong ten- 
dencies to stick on the core, as a result 
of which the walls of the part may be 
still further distorted and warped. With 
example B, instead of the upper surface 
being formed perfectly flat, a crowned or 
slightly curved surface is provided. This 
not only improves the surface appear- 
ance and light reflecting qualities of the 
article, but the wall at that point is also 
strengthened and made more rigid. 

Curved surfaces of this kind will be 
found preferable where large areas are 
involved, especially when a parting line 
flash has to traverse across such a sur- 
face. lashings located on such a 
slightly curved surface may also be 
removed with greater ease and far less 
risk of inflicting damage to adjacent 
smoothly polished moulded surfaces, 


than will be the case when flashings are © 


situated upon large and perfectly flat 
surfaces. 

This type of component is well suited 
for introducing flutings on the largest 
flat surface or, alternatively, upon the 
slightly domed surface. Fig. 3 indicates 
one simple and effective way in which 
such an improvement may be effected. 
The component shown is very similar in 
design to that depicted at Fig. 2, with the 
exception that a wide and_ thick 


can be 
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Strengthening rib is provided on the 
underside of the flat-topped wall section 
in the middle of the cored-out recess or 
step. 

Referring first to A (Fig. 3), a cross- 
section is given in order to illustrate more 
clearly the character and location of this 
rib relative to the top surface of the part. 
In actual production, certain surface 
irregularities could be expected. These 
would mainly consist of “sinks” and 
depressions, occurring chiefly on the flat 
upper surface immediately above the 
heavy rib. Such “sinks” would most 
probably be distributed well across the 
width of the component as indicated, and 
would constitute a serious detraction to 
the appearance of the finished article. 

Such “sinks,” etc., would arise from the 
unequalized contraction forces occurring 
between the thin-wall sections on each 
side of the heavy centre ribbed-up portion. 
The solidification of the thin walls would 
tend to draw material away from the 
internal structure of the heavy centre 
portion, which would remain plastic for 
the longest time, thereby causing the 
upper surface to sink slightly to com- 
pensate for that drawing-off action. 

Diagram B (Fig. 3) illustrates an excel- 
lent way in which the above tendencies 
and surface _ irregularities may be 
eliminated or, at least, satisfactorily 
hidden by the use of flutes running in 
parallel series across the domed top sur- 
face of the moulding. The sectioned 
diagram illustrates the shape of each 
flute and the most desirable form of 
“pitching” these members relative to 
each other. 

Each flute is amply tapered on its 
sides, the height of each element is very 
small, and the crests are rounded. The 
flutes are pitched very close together, i.e., 
approximately twice the maximum width 
of each flute. The root of the valley 
formed between each pair of flutes is also 








PATENT REVIEW 


The following abstracts have been made rom specifications at the Patent Office, with the permission of 
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B.P. 646,162.. Appl. 30.9.47. Acc. 15.11.50. 

Thermoplastic synthetic resinous mater.als. 
J. Lesser. To: Crystalate, Ltd. 

Manufacture of sheets and articles from 
polymethyl methacrylate with a “ granular” 
or “crystalline” surface. The material is 
granulated and formed under heat and pres- 
sure, cooled-and subsequently re-heated with 
or without light pressure to a temperature 
of above 200 degrees F. 


B.P. 646,166. Appl. 20.10.47. Conv. (U.S.A.) 
19.11.43. Acc. 15.11.50. 
Injection moulding machines. To: Lester 
Engineering Co. 
Hydraulic ram type extrusion moulding 


d from the Patent Office, 25, South 
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be used for the production of articles from 


thermoplastic or thermosetting materials. 
Close temperature control is provided during 
the moulding process. 


B.P. 646,170. Appl. 6.11.47. Acc. 15.11.50. 
Phenolic resins and laminated insulating 
material bonded therewith. E. H. G. Sargent. 
Use of morpholine as a catalyst in the 


preparation of phenol-aldehyde thermosetting 


resins used as bonding agents for laminated 
sheet materials. Improved electrical proper- 
ties are claimed for the laminates. 
laminating paper, textiles, glass cloth, etc. 


B.P. 646,291. 


Used for 
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rounded to avoid a _ perfectly sharp 
corner. 

To a certain degree the presence of 
these five flutes will serve to stiffen the 
top wall considerably, and in such a 
manner as to resist the contractional pulls 
accruing from the shrinkage of the thick 
rib portion below the flutes. Further, 
should any surface “sink” occur 
thereon this would be well masked and 
far less visible and objectionable than 
with the previous non-fluted example 
shown at A. 

When flutes are employed in a parallel 
arrangement of the above kind, small 
radius fillets of very small height should 
always be provided where they join the 
normal wall surface. The valleys between 
the flutes should be very shallow and 
well rounded in order to simplify buffing 
and polishing operations. If sharp 
corners are allowed at such points, 
polishing compounds may lodge therein 
and be difficult to remove. Any com- 
pound lodging at the root of flutes is 
likely to cause discoloration and further 
disfigurement of the finished article. 
Articles required for purely decorative 
purposes, and which have to be cleaned 
at certain intervals during use, will be 
maintained at their original high polish 
and clean-cut impression on such fluted 
portions, if sharp corners are avoided. 

Flutings of the kind described will be 
extremely simple and inexpensive to 
reproduce in the mould cavity forma- 
tions, and if sharp corners and edges are 
avoided, the task of polishing and plating 
the mould will be facilitated. They are 
often employed either in parallel arrange- 
ments or in other geometrical patterns: 
alternatively, they may follow on irregu- 
lar line to conform to the shape of the 
component. Straight lines usually have 
the best appearance, and are the easiest 
to produce in the mould cavity. 

(To be continued) 


the Controller of H.M. Stationery Office. Complete 
London, W.C.2, price 2/- each. 


facture of rubber hydrochloride film, com- 
prising the following steps: rubber is 
dissolved in the solvent, the solution is 
gassed with hydrogen chloride to form a 
rubber hydrochloride, film is cast from the 
solution, the solvent is condensed, distilled 
and, subsequently, reused. 


B.P. 646,341. Appl. 25.10.48. Acc. 22.11.50. 
Production of moulded articles. M. Bid- 
dulph. To: Universal Metal Products, Ltd. 
Manufacture of hollow moulded articles 
such.as bottles from thermoplastic or thermo- 
setting materials. The articles are moulded 


Appl. 1.8.47. Conv. (U.S.A.) 
10.10.40. Acc. 22.11.50. 

Manufacture of rubber hydrochloride film 
for packaging foodstuffs, To: Wingfoot 
Corporation. 

Recovery’ of solvent used in’ the manu- 


in two parts, each part provided with a 
flange. Asa final operation a sleeve of poly- 
thene or other material with a high co- 
efficient of contraction is moulded over the 
edges of both flanges, thus securing the two 
mouldings firmly together. 


machine which injects the material under 
pressure into a die cavity, exerts pressure 
from the opposite end and, after completion 
of the moulding cycle, extracts the finished 
moulding from the dies. The machine can 








B.P. 646,466. Appl. 13.1.48. Acc. 22.11.50. 

Production of organo halosilanes. J. G. 
Fife. Comm: from Down Corning Corp. 

Process for the manufacture of aromatic 
halosilanes comprises reacting a benzenoid 
hydrocarbon with a _ polyhalomonohydro- 
silane in the presence of aluminium chloride 
at a temperature above 250 degrees C. under 
sufficient pressure. See also B.P. 646,584 and 
B.P. 646,629. 

B.P. 646,480. Appl. 11.3.48. Acc. 22.11.50. 

Rigid containers with flexible linings for 
the transport of liquids. F. F. Jaray. To: 
Tanks and Linings, Ltd. 

Manufacture of loose drum liners from 
polyvinyl chloride sheet material. The liners 
are provided with a neck which extends 
through the neck of the metal container, the 
material of the liner being folded over a 
rigid member of the neck and clamped in 
position by means of a taper ring. 

B.P. 646,498. App. 7.10.46. Acc. 22.11.50. 

Inflatable boats and method of making 
same and other inflatable articles. A. G. 
Luisada. 

Manufacture of multi-sectional collapsible 
boats from rubberized fabric, plastic impreg- 
nated materials or plastic sheet material. 
Details of construction are provided. 

B.P. 646,714. Appl. 21.7.47. Conv. (U.S.A.) 
22.7.46. Acc. 29.11.50. 

Polymerizing acrylamides. 
W. O. Kenyon, J. H. van 
Kodak Ltd. 

Method of polymerizing acrylamide or 
alpha-methacrylamide comprises heating 
the amide in a mixture of water and an 
aliphatic water-miscible alcohol having 1 to 
4 carbon atoms in the molecule in the 
presence of a polymerization catalyst which 
is soluble in the mixture. 

B.P. 646,715. Appl. 30.7.47. Conv. (U.S.A.) 
28.11.39. Acc. 29.11.50. 

Preparation of phenolic ethers and esters. 
To: Harvel Corp. 

Treatment of phenol from “ Anacardia- 
cae” plants by substituting hydrocarbon 
radicals for the hydrogen atoms of phenolic 
hydroxyl groups or carboxylic hydroxyl 
groups occurring in the material. Applicable 
to manufacture of phenol esters from nut 
shell liquid. 

B.P. 646,742. Appl. 30.3.48. Conv. (Switzer- 
land) 2.4.47. Acc. 29.11.50. 

Process for dyeing or printing super- 
polyamide fibres. To: Ciba Ltd. 

Printing of nylon fibres with a water- 
soluble dyestuff containing acid groups 
together with a salt of a volatile base with a 
less volatile acid and/or a heat decomposable 
ester of an acid, as an agent capable of 
liberating acid when heated. 


B.P. 646,769. Appl. 29.10.48. Acc. 29.11.50. 

Colouration of cellulose acetate. G. D. 
Sutton and O. Boothby. To: T. E. March- 
ington and Co., Ltd. 

Dyeing of acetone-soluble cellulose acetate 
without saponification, using vat dyestuffs 
in the presence of sodium hydrosulphite 
which has been stabilized with an alkaline 
calcium compound. The pH value of the 
solution is betwen 10.5 and 11.4 before being 
added to the dye bath. 

B.P. 646,781. Appl. 23.4.47. Conv. (U.S.A.) 
10.5.46. Acc. 29.11.50. 

Apparatus and method for injecting mould- 
able material into a mould. To: Chrysler 
Corporation. 

Refers to B.P. 605,867 and describes an 
extrusion moulding press with a special tele- 
scopic nozzle system and hydraulic-electric 


L. M. Minsk, 
Campen. To: 
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control mechanism for filling the mould, 
shutting off the supply and withdrawing the 
nozzle after completion of the injection 
process. 

B.P. 646,918. Appl. 24.2.47. Acc. 29.11.50. 

Production of plastic masses, foils, films, 
coating compositions and the like. H. Jones 
and J. K. Aiken. To: The Geigy Co., Ltd. 

Solubilizing and plasticizing agents for 
materials such as fully acetylated cellulose or 
cellulose triacetate of a combined acetic acid 
content of up to 62.5 per cent. A cyclic 
acetal containing the following grouping is 
incorporated in the plastic mass: 

Cl— C — CH | 
a- ~O-C< 
B.P. 646,954. Appl. 2.1.48. Conv. (U.S.A.) 
1.3.47. Acc. 29.11.50. 

Alkyl esters of alpha-cyano acrylic acid, 
and the preparation thereof. To: B. F. Good- 
rich Co. 

B.P. 646,963. Appl. 9.2.48. Acc. 29.11.50. 

Manufacture and production of artificial 
threads from viscose. J. Wharton. To: 
Courtaulds, Ltd. 

Refers to B.P. 469,817. Object of the 
invention is the prevention of formation of 
rock-like deposits and incrustations on 
thread-guides, godets, etc., which occurs in 
the spinning of viscose from a bath contain- 
ing a cation-active organic compound. This 
is achieved by the addition to the bath of 
a lubricating agent containing a free fatty 
alcohol. 


B.P. 646,969. Appl. 17.2.48. Cony. (U.S.A.) 
17.8.46. Acc. 29.11.50. 

Process of preparing polymerization pro- 
ducts in granular form. 
Monsanto Chemical Co. 

Polymerization of an aqueous dispersion 


M. Baer. To: 


containing a vinyl halide in the presence of a 

hetero-polymer of vinyl acetate and maleic 

acid or maleic anhydride, the hetero-polymer 

being free from salt groups. 

B.P. 646,970. Appl. 9.3.48. Cony. (U.S.A.) 
30.4.47. Acc. 29.11.50 

Resinous semi-conducting materials in- 
cluding conductive carbon. To: Westing- 
house Electric International Co. 

Manufacture of low-resistance composi- 
tions from carbon black and an artificial 
resin. A drying oil, phthalic anhydride, 
glycerol and carbon black are compounded 
to form the semi-conductive resistance 
material which is used in electrical machinery. 
B.P. 647,045. Appl. 1.10.48. Acc. 6.12.50. 

Radio-frequency parallel bonding. J. W. 
Mann and G. F. Russell. 

Glueing of timber with a heat-activated 
artificial bonding resin. Activation is effected 
by means of high-frequency power, applied 
through corrugated electrodes on both sides 
of the article, in order to obtain a particular 
distribution of the high-frequency field. 

B.P. 647,059. Appl. 6.8.47. Con. (U.S.A.) 
25.7.40. Acc. 6.12.50 

Stretching and laminating film. To: Wing- 
foot Corporation. 

Device and apparatus for progressively 
stretching in a lateral direction a’ film of 
thermoplastic material by passing the film 
through a heating chamber with controlled 
temperature and cooling the stretched por- 
tions in order to control the amount of 
stretching. ~ 
B.P. 647,063. Appl. 1.10.47. Conv. (U.S.A.) 

19.10.46. Acc. 6.12.50 

Phenolic condensation products. To: B. F. 
Goodrich Co. 

Manufacture of phenolic condensation 
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products by condensing a phenol with an 

aldehyde or ketone in an acidic medium in 

the presence of a mercapto-substituted 

aliphatic carboxylic acid or a mercaptol or 

mercaptal thereof. 

B.P. 647,081. Appl. 24.2.48. Conv. (U.S.A.) 
18.4.47. Acc. 6.12.50. 

Manufacture of thermosetting resinous 
compounds. W. S. Sloatman, Jr. To: 
British Industrial Plastics, Ltd. 2 

Relates to resinous compounds for coating 
laminates based on non-alkylated melamine- 
formaldehyde resins co-reacted with poly- 
vinyl acetal resins. 

B.P. 647,109. Appl. 20.5.48. Acc. 6.12.50. 

Production of sheet material. W. J. Fisch- 
bein. To: British Artificial Resin Co., Ltd. 

Manufacture of continuous board from 
sawdust, etc., and artificial resin. The mate- 
rial is carried as a uniform layer on a con- 
veyor belt; pressure is exerted through a 
caterpillar belt system and the resin is acti- 
vated by means of heat generated by radia- 
tion or other means. 

B.P. 647,111. Appl. 4.6.48. Acc. 6.12.50. 

Polymeric hydrocarbon. F. W. Lord and 
L. B. Morgan. To: LC.IL., Ltd. 

The condensation polymerization of 
p—phenylene ethylene. 

B.P. 647,167. Appl. 9.7.48. Conv. (U.S.A.) 
5.8.47. Acc. 6.12.50. 

Organo siloxane polymers. J. F. Hyde 
and O. K. Johannson. To: Dow Corning 
Corp. 

B.P. 647175. Appl. 13.8.48. Acc. 6.12.50. 

Polymerization of ethylene. H. Newby. 
Comm. from: Universal Oil Products Co. 

An organic peroxide polymerization cata- 
lyst is used in the presence of a saturated 
hydrocarbon diluent containing at least three 
carbon atoms and a metal such as magne- 
sium, zinc, cadmium or mercury. 

B.P. 647,212. Appl. 28.8.47. Conv. (U.S.A.) 
4.9.46. Acc 6.12.50 

Laminated structures. 
poration. 

Refers to manufacture of decorative 
panels. The surfacing material is an ester 
resin prepared by the reaction of a poly- 
hydric alcohol with a diene monobasic acid 
having conjugated double bonds. 

B.P. 647,220. Appl. 21.10.47. Cony. (U.S.A.) 
8.11.46. Acc. 6.12.50. 

Halogenated aromatic amine-formalde- 
hyde dicyandiamide resin and process for 
making the same. R. T. Olsen. To: General 
Aniliné and Film Corp. 

B.P. 647,222. Appl. 27.10.47. Conv. (U.S.A.) 
8.11.46. Acc. 6.12.50. 

Thermosetting . polyaryl biguanide for- 
maldehyde resins. A. L. Fox, H. L. Sanders 
and R. T. Olsen. To: General Aniline and 
Film Corp. 
B.P. 647,226. 

Plastic tubing and pipe lines. 
To: Communications Patents, Ltd. 

Extruded plastic tubing provided with a 
co-axial cylindrical portion at the top which 
is suitable for receiving a suspension member 
such as a wire or the like. The co-axial 
portion may be continuous or interrupted at 
intervals to pérmit gripping of the suspension 
wire. 

B.P. 647,261. Appl. 26.8.47. 

Manufacture of artificial 
plastics such as methyl methacrylate. 
Pile. 

Moulding of artificial teeth from methyl 
methacrylate in a plaster mould. Heat and 
pressure are used to polymerize the material 
in the mould. Material consists of partly 
polymerized powder and liquid monomer. 


To: Bakelite Cor- 


Appl. 29.11.47. Acc. 6.12.50. 
G. Haim. 


Acc. 6.12.50. 
teeth from 
R. J. 
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CELLULOSE ACETATE MOULDING POWDER 








EXTRUDED PRODUCTS 





AND TRANSPARENT FILM 


PLASTICS DIVISION : Little Heath, Coventry. Tele : Coventry 88031. 16 St. Martins-le-Grand, London, E.C.1. Tele: Monarch 8811 
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The illustration shows a variety of ‘Celastoid’ Extrusions: 
produced experimentally and to special order. Can you see the 
possibility of using a tube or rod, or a special section, in your 
particular business? If you have an idea taking shape why not 
have a talk with our Technical Staff. Their experience and advice 
which is freely available might turn your idea into practical use. 
‘Celastoid’ Extrusions are easily machined and fabricated, are 
proof against chipping and cracking, are washable, have colour- 
appeal and will polish to a permanent high gloss. 


* Celastoid’ Extrusions are Thermoplastic and solely manufactured by 


BRITISH CELANESE LIMITED 


Plastics Division, Celanese House, Hanover Square, London, W.1. 








APRIL, 1951 PLASTICS 


Tel.: STAMFORD BRIDGE 294 





PLASTICS APRIL, 1951 


HIGH PRODUCT 


/ ee 
PECO Injection Moulding Machines 
/ 


The Projectile & Engineering Co. Ltd. manufacture a range 

of Injection Moulding Machines from 2 oz. to 16 oz. capacity, 

designed to meet the most exacting requirements of the Plastic 

Industry. They are self-contained with automatic cycle, and 

hydraulically operated. They have a high plasticising capacity and rate 

of injection. Mould-locking pressure and platen area enable them to 
operate at a high rate of production. 


MOULDS 


PECO MOULDS. Expert Designers and mould makers are employed and 

moulds can be supplied to samples submitted, including die-sinking models if 

APRIL 30-—MAY desired. An important side of the Company's work is the hobbing of cavities for 

CASTLE BROMW’ moulds and medallions —the plant includes a 3,000-ton Hobbing plant. Master 
BIRMINGHAM hobs to customers’ samples made as required. 


Full particulars of our range of Injection Moulding Machines and Moulds will be sent on request. 


The PROJECTILE & ENGINEERING 


COMPANY LIMITED. 
ACRE STREET, BATTERSEA, LONDON, S.W.8, ENGLAND 


Telephone: Macaulay 1212 Telegrams: “ Profectus, Claproad, London’’ Cables: Profectus, London 
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Cellomold takes 2 front seat 
TRIUMPH ‘“‘MAYFLOWER” INSTRUMENT PANEL MOULDED IN CELLOMOLD 


Cellomold moulding materials are right in the front—as this new facia fitting for 
the Triumph “Mayflower” car goes into full scale production. British Moulded 
Plastics Ltd. had to provide lightness, durability and strength plus an attractive, 
high-gloss finish in this moulding. And the material they needed, to achieve 
these results, had also to possess excellent flow characteristics and give the 
maximum ease of working. They chose from the Cellomold range, as a result of 
long experience, and assured the success of yet another of their productions. 
Cellomold cellulose acetate moulding materials are designed to meet every 
moulding specification and are available in such a variety of colours, effects and 


degrees of flexibility that their scope is limitless. To obtain complete technical 


details about them, you have merely to ’phone or write to our 


Sales and Technical Service, at 21, St. James’s Square, 


London, SW.1. Telephone: Whitehall 8021 (7 lines). 


CELLOMOLD moulding materials 


BRITISH RESIN PRODUCTS LIMITED 


CELLOMOLD COLOUR-RANGE TRIANGLES, numbered for quick, easy reference, are available free on request. ‘‘ Cellomold’’ is a Registered Trade Mark 
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OTA ISERS 


FOR Genuine English White Lead dispersed in plasticiser : 


A stable dispersion of White Lead in phthalate or other plasticisers to give 


POLYVINYL CHLORIDE heat and light stability to opaque P.V.C. and vinyl copolymer products. 


AND FOR Cadmium Stearate dispersed in plasticiser : 
A stabiliser for use in the production of crystal clear P.V.C, and vinyl 


copolymer products. 


VINYL TYPE 


Lead Stearate dispersed in plasticiser : 


LATICES A heat and light stabiliser for transparent and decorative P.V.C and vinyl 


copolymers, Greatly assists in lubrication. 
Dispersed stabilisers assist factory hygiene, 
facilitate and speed up compounding with ASSOCIATED 


Viny! Latices. ° —_ 8 


LONDON NEWCASTLE CHESTER 
Zo,” Se ae ASSOCIATED LEAD mMaNuFACTURERS LTD. 


Export Enquiries to:—The Associated Lead Manufacturers Export Company Limited, Ibex House, Minories, London, E.C.3 

















PHENOLIC MOULDING POWDER 


General Purpose and Special Materials including Shock Resisting, Transfer, Cabinet and 
High Resin Content Grades. 


SYNTHETIC RESINS 
CELLULOSE ACETATE and P.V.C. COMPOUNDS and PAST 


We offer prompt delivery of best quality 
materials at the keenest prices for all 
Home and Export requirements. 


STERLING MOULDING MATERIALS Lo». 


Sterling House, 8, Heddon Street, Regent Street, London, W.1. 
Works: Stalybridge, Cheshire. 


Phone: Export Enquiries to Telegrams: Stermold, Wesdo, London. 
Grosvenor 5301. STERLING PLASTICS LTD. Cables: Stepla, London. 























APRIL, 1951 PLASTICS 








TM 


‘ 1.—Accurate temperature 
control and indication. 


TDM 


2.—Attractive appearances 
to suit modern press design. 


=—— 
= 
=——— 
SS 


3.—Available in various 
forms for all moulding 
applications. 


4.—Calibration in degrees 
Fahrenheit and Centigrade 

* over a wide selection of 
ranges. 











. Teddington | Indicating Controller 


The Commercial. Division of 


THE BRITISH THERMOSTAT COMPANY LTD 


Sunbury - on - Thames, Middlesex 
Telephone : Sunbury -on-Thames 456 (9 lines) * Telegrams : Thermostat Sunbury - on - Thames 
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Our Kingdom. 


.... printing plastics is indeed our 


kingdom. After thirty-nine years in 
the industry we have developed the 
trade to a fine art. From a simple 
name plate to a complicated calculator, 
our experience is your assurance of 


getting ‘just what you want.” 
KINGSTON BY-PASS 


We are also specialists in fabricating SURBITON, SURREY 


and engraving plastics. 


Phone: ELMbridge 2814-5 


Grams: Celluprint, 
Surbiton 


Every trade 
needs 


PLASTICS Subsidiary Company 
CELLULOID PRINTERS Ltd. 





CETABLICDRED tStt 





THERE USED TO BE A TIME 


when reprocessed plastic was not at all it should 
have been... . but that was long.ago. To-day, 
Grist Plastics have created a material that com- 
pares so favourably with the virgin product that 
the difference is scarcely discernible. 

To-day, more and more manufacturers, alive to the 
advantages to be gained, are using reconstituted 
plastic as never before. You may find it difficult 
to believe in such a transformation, but those who 
have ventured to try Grist Plastic Material invar- 
iably come back for more .... in larger quantities! 


If you are still unconvinced, we'll be 
pleased to send you a sample to 
test for yourself ! 


M:H-GRIST (PLASTICS) LTD. 


82-84 BRIGHTON RD.— SURBITON — SURREY. 
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History states that King John 
demanded that people in diffi- 
culty should call personally 
upon him and his expert 
advisers. As the latter followed 
him in his travels abroad, it 
wasn’t an easy job. Few 
histories record, however, that 
it was an ancestor of ours, 
Fergus O’ Nestor, who_per- 
suaded the King to agree to 
the principle of Article 18 
of Magna Charta, whereby 
representatives should be sent 
from headquarters to deal with 
matters on the spot. Thus was 
Magna Charta signed and the 
primary Ferguson principle 
established. 


Wi 
y 


PS 


e 
> 
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PLASTICS 


SETTLING MATTERS ...ON THE SPOT 


The Ferguson Principle for years past and to-day still is— 


To send a Representative, with practical moulding-shop 
experience, to any customer experiencing difficulty of 
hold-up in production, and to solve the problem on the 
spot . . . in the customer’s own moulding shop. 


In this way, Nestorite Service identifies itself closely 
with each Manufacturer’s successful production. 


The atmosphere of our Headquarters is that of ‘“‘a friendly 
crowd” aiming to maintain friendship in business. The 
** Fellow from Ferguson’s” is no exception to the rule; he 
will be glad to call and see you, any time—anywhere. 


THE SERVICE IS RIGHT WITH NESTORITE 


JAMES FERGUSON & SONS LTD. 


LEA PARK WORKS. PRINCE GEOR RD.. MERTON ABBEY NDON W 19 
MITCHAM 2283 (5 LINES NEST OUPHONE LONDON 


A. S. HARRISON & CO. Pty. Ltd., 85, Clarence St., Sydney, Australia. 
ANDRE BERJONNEAU, 134, Avenue de Villiers, Paris 17, France. 
JOSE DELCLOS, Angel Baixeras, 39, Barcelona, (2), Spain. 
EINAR HOLMARK 19, GI. Kongeyej, Copenhagen V, Denmark. 
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ETHER-WHEELCO 
ELECTRONIC CONTROLS 


for the automatic control of Injection 
Moulding Machine Nozzle Temperature 


The Ether-Wheelco Type E.W.221 controls electrically heated nozzle temperatures 
with the greatest speed and accuracy possible with any such apparatus. 

The use of Thermo-couples as the heat sensitive element enables the temperature 
of the actual surface of the nozzle used for curing the powder to be controlled. 
Ether Controls can be fitted with switches and couples so that the temperature 
over the whole length of the nozzle can be measured, the control taking place 
where the powder is actually processed. 

Many of the leading British and American Moulding machines are fitted exclusively 
with Ether Controls, including the E.M.B. machine shown herewith. 

The E.W.221 “ Capacitrol”’ is electronically operated and is reliable, moderate in 
price and has greater accuracy than the mechanically operated types. 





The CAPACITROL E.W.221 


Temperature Controller as shown gives the 
most rapid and accurate temperature control 
because it is electronically operated and acts 
with the speed of light. 


SEND FOR LIST No. 447 


ETHER LTD. 


Tyburn Road, Erdington, 
BIRMINGHAM, 24 


TELEPHONE - - - - =  EASt 0276-7 














5 SEES = 8. 


MILL 


STREET KINGSTON-ON-THAMES Fel GSTOM.- 1660 











MANCHESTER 
372 Corn Exchange Buildings 
Corporation Street 
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That the healing art, like many other professions, z ba 

. : re) 

depends on paper is not immediately obvious, O ye 
yet without it the application and teaching of i", 
medicine would be thrown into chaos. Similarly, re) a 
paper important to the production of plastics a - 


must be in constant supply. Rothmill high 
grade plastics-base papers have the chemical 
and physical properties essential to the require- 
ments of the industry. Particulars of the 


range available will be sent on request. 


PLAS 


SCOTLAND 
Markinch. Fife 


Auchmuty & Rothes Paper Mills 


ESTABLISHED 1809 





INSULATING AND. PLASTICS - BASE PAPER MAKERS 








PLASTICS 


Colours that SELL 


There. is a correct selling colour for 
every manufactured article. Some- 
times colour selection is fairly simple ; 
but sometimes subtle hues and intri- 
cate tones are required, and.the search 
for a shade that is ‘just right’ is far 
from easy. 

That is why we recommend to you 
“ WELLITE” CELLULOSE ACE- 
TATE MOULDING COMPOUND. 
It is produced in uniform, dust-free, 
cubical pellets under controlled con- 





ditions to ensure uniformity and in a 
standard range of well over 100 
colours. Moreover, we guarantee to 
match exactly any particular shade 
you want. 

Our colours are all tested for fastness 
and heat resistance and only the finest 
pigments and dyestuffs are: used. 

If you have a colour problem, don’t 
hesitate to get in touch with us. The 
combined experience of our technical 
experts is at your disposal at all times. 


Wellwyn Plastics led 


WOODSIDE RD., WELWYN NORTH, HERTFORDSHIRE 
Telephone : Welwyn 484 
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PLASTICS 


RUBBER. As dusting powders and mould lubricants. 


PLASTICS. As dusting powders, mould lubricants, and 
water repellents and as stabilisers for P.V.C. 


PAINT. As flatting, bodying or suspending agents, and for 
increasing water resistance. 


GREASES. For high pressure lubrication, in anti-corrosive 
greases for high altitude flying or arctic conditions, and for 
other special purpose lubricants. 


POLISHES. For modifying the crystal structure of paraffin 
and other waxes, giving higher. melting points, better 
spread, and increased water resistance. 


LEATHER, TEXTILES and PAPER. For water-proofing 
and finishing. 


PRINTING INKS. As bodying agents and anti-penetrants 
and for improving the sharpness of colours. 


COSMETICS and PHARMACY. For dusting and face 
powders, as emulsifiers and bodying agents for creams and 


- . - ARE USED IN EVERY INDUSTRY pomades, and for internal lubricants in tablet making. 


DURHAM CHEMICALS LIMITED 


BIRTLEY - CO. DURHAM ° TEL.: BIRTLEY 240 
Selling Division 
Durham Raw Materials Ltd., 1-4 Great Tower St., London, €.C.3. Tel.: Mansion House 3433 





“DUPLEX” 


THe BEKEN mix 
is THE TRUE mix 


The accepted and proven TRUE mix, provided 
by scientifically designed intermeshing blades, 
is now available in a new range of vertical 
mixers as well as the famous Beken ‘‘ Duplex” 
series. A greater variety of materials can now 
be combined into a TRUE homogeneous batch, 
thereby enabling more manufacturers to 
increase output with lower costs. May we 


advise you? 


LAVINO (LONDON) LTD... EHUNT&CO.LTD 


103 KINGSWAY. LONDON. WC.2 RIPPLE RD.BARKING ESSEX 
Telephone: CHANCERY 6137 Telephone RIPPLEWAY 2044 
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Maintaining a 
constant rate of flow 


A very efficient organisation and a large 
fleet of powerful tankers are necessary to keep 
Synthite Formaldehyde flowing smoothly 
to big users all over the country. 

Our two plants, one in Wales and the other 
in the industrial heart of England, are 
equipped to handle many millions of gallons 
of Formaldehyde annually; every drop of 
which is carefully tested before 

delivery. 


40% 


by Volume 


oar: eas SY NTHITE 
Formaldehyde 


Manufactured by Synthite Ltd., West Bromwich, Staffs. 
A MEMBER OF THE TENNANT GROUP OF COMPANIES. 
Selling Agents : Barter Trading Corporation, 14 Waterloo Place, London, S.W.1. 


UMMA A 
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Le 
mills handle a wide range of materials and effect ultra fine 
particle size reduction. Also effective for blending homoge- 
neously. Let us help you with your problem. Tests undertaken 


on your material and technical data supplied free of charge 
Outputs range from tons to Ibs. per hour. ““ 





Write for list 284 
Tel : Paddington 7236 














The high quality of HAIGH’S Stearines 
is maintained at every stage of manufacture. 
Our fine modern plant for continuous 
vacuum distillation of fats gives a good 
start, the process being completed by the 
most careful pressing. Owing to the supply 
position the number of grades is limited, 
but we do maintain an adequate range to 
meet most requirements. 


o 








JOHN HAIGH & CO. LTD. 


Established 60 Years 
CLAYFIELD OILWORKS - SLAITHWAITE - YORKS 
Telephone: Slaithwaite 266/267 





“2 
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Prototypes to Production 





LIMITED 


DIE SINKING, ENGRAVING 
MOULD MAKING 


By courtesy of 
yuan 
MOULDERS Ltd 


LIMITED 
COMPRESSION and INJECTION MOULDINGS 


BRYANTWOOD WORKS, BRYANTWOOD- ROAD, 
HOLLOWAY, LONDON, N.7. Telephone: NORth 1326. 





TITEBOND 


TITEBOND is the time-saving and 

labour-saving all-purpose bonding 

medium for the Plastics Industry. 

Based on one of the new synthetic 

rubbers, specially treated and com- 

pounded, TITEBOND has outstand- 

ing adhesive qualities and gives very 

‘ : 4 strong bonds. Its many invaluable 
A typical TITEBOND Application: Plastic, Glass and Metal- qualities include flexibility to prevent cracking of 
Sees eek. FS mane ef ee See materials, resistance to chemicals and solvents, and 
resistance to temperature variations. Can be easily 


applied by brushing, spraying or spreading. A 
[ i | = al O N D TITEBOND. bond is a bond for good. 
Write for full technical details and prices. 
for Plastics to Plastics, such as ‘FORMICA’ (Regd.), Plastics to 4 
Metal, Metal to Metal, Glass to Fabric, Fabric to Wood, Fabric to S U R R I D 6 E S$ a A T E M T S$ LT D 
Fabric, Leather to Leather, Leather to Paper, Paper to Metal, etc. NEW WORKS, CROYDON ROAD, ELMERS END, 
BECKENHAM, KENT. _ Telephone: Beckenham 0168. 
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Moulds hy Experts 


THIS LOOKS AN EASY JOB 
«Sot 
THE 3” DEEP DIE IMPRESSIONS 
ARE CUT RIGHT INTO THE SOLID 
DIE INSERTS 





* H.BSALE LTD. “vious 


ESTABLISHED 80 YEARS FOR PLASTICS 
PROGRESS WORKS, SUMMER LANE, BIRMINGHAM 19 
TEL. : CEN 5661-3 GRAMS: SALE B’HAM 

















SUPPLIES 

FROM STOCK 

CASEIN SHEETS RODS TUBES 
CAST SYNTHETIC RESIN 


Reliable supply of 











SHEETS RODS TUBES PROFILE SHAPES 
P.V.C. SHEETING 


All thicknesses and widths 


WARERITE PANELS 


All colours 


CELLULOSE ACETATE SHEETS 
from 0.05” to 7 mm. thick. Opaque and 
Transparent. Flesh and T/shell Optical quality 


1.C.1. “CRINOTHENE”? in all shades 


ACETATE SHEETS FOR LAMP- 
SHADES 


Allcolours. Bexoid, May and Baker, Utilex, etc. 
CELLULOID—all thicknesses 


“PERSPEX” BRAND ACRYLIC 
RESIN SHEETS 


from 1/24” to 1"—Clear and Coloured 


EBONITE sHEETS  .RODS 


MOULDING AND . 
INJECTION POWDERS 














GILBERT GALEA 


MERCHANT IMPORTER-EXPORTER 
Established 1918 


Dominion House, Bartholomew Close, London, E.C.1 
Phone: MONarch 3994 & 6770. Grams: Gilgalbert, Cent, London 








MOULDING POWDERS 


Cellulose Acetate 
Phenol & Cresol Formaldehyde 
and other 
Thermoplastic & Thermosetting Powders 


Industrial Plastics Ltd. offer manufacturers in 
Britain and abroad a continuous, prompt and 
reliable supply of many types of general and 
special purpose injection and compression 
moulding powders on most competitive terms. 
Technical consultative service is always available. 


INDUSTRIAL PLASTICS 


LIMITED 
London and Export Office : 


Piccadilly House, 16/17, Jermyn St., 
London, S.W.| 


Cables : 
IPLA, LONDON 


Telephone : 
GROsvenor 2848/9 
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NYMOL is a Trade Name denoting precision 
Engineering Components produced from NYLON 


| by 
Plastic Engineers Limited 


Treforest Trading Estate e Pontypridd e Glamorgan 
Telephone: TAFFS WELL 271 


* DESIGNERS are invited to consult the manufacturers 
concerning the engineering applications of 


NYLON — The material which does a better job. 





AS MANUFACTURERS WE PAY 
THE BEST PRICES 


SPECIAL FACILITIES FOR CLEANING 
GRADING AND TECHNICAL CONTROL 


ENSURE AN OUTPUT OF 
QUALITY MATERIALS ONLY 


PS. MULL ALL 
ee we always buy B'ham Office : 78-82 Exchange Buildings. Phone : MiDland 0682 


FINSBURY PAVEMENT HOUSE, 
120, MOORGATE, LONDON, €E.C.2. 


Telephone: METROPOLITAN 9641 


IMPERIAL WORKS . WATERY LANE BIRMINGHAM 9 
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dielectric 
preheater 


The RADYNE H25/A 
has been designed to 
meet both the needs 
of the plastic manu- 
facturer who wishes to 
heat 14 to 2 Ibs. of 
powder really fast, and 
also those of the manu- 
facturer who wishes to 
pre-heat relatively large 
loads. The efficiency of 
the RADYNE H25/A_ is 
just as high when it is 
plasticising 14 Ibs. of phenolic 
preforms in 45 seconds or 
10 Ibs. in 4to 5 minutes. 





RADIO HEATERS LTD 
WOKINGHAM BERKS ENGLAND 





MOULDINGS 


A typical 
example of 
this class of 
work is illus- 
trated below. 


NETTLE 


ACCESSORIES LTD. 


Modern industrial 
Plastic Mouldings call 
for specialized know- 
ledge and experience. 
Your enquiries are 
invited for all classes 
of moulded products 
in the production of 
which the resources 
of our plant and de- 
signers are available. 





NETTLE ACCESSORIES LTD. 


HARPER RD., WYTHENSHAWE, MANCHESTER 
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The=—— 
“PLASTICOR” 


OZ HAND OPERATED 
ASTIC INJECTION MACHINE 


Amazing economy of Die costs. 

Easily operated by unskilled labour. 
Interchangeability of chambers for colour 
and material changes. 

Remarkable compactness of machine. 
Low initial cost of machine. 

Complete efficiency and ease of operation. 


4 
PL 


Demonstrations and 
enquiries with all 
co-operation given to intending 
purchasers at our. own works. 


DAVIDSON’S (mancuester) LTD. 
HAYES YARD, GARRATT STREET, 
MANCHESTER 10 COLLYHURST 1610 





PEBBLE gna 


For the grinding of 

.~ kinds of Pow- 

ders, Chemicals, Minerals, 

Colours, Paints, Enamels, 

etc. Supplied lined with hard 
Porcelain, Silex ‘or special linings, 

and can be insulated to suit particular 
classes of work. 


Send for our free illustrated literature 


STEELE & COWLISHAW, LTD., 
Engineers (Dept. No. 27) 
Head Office and Works: 

COOPER STREET, HANLEY, STOKE-ON-TRENT 


London Office: 329, High iptern, w.c.l 
Telephone: Holborn 60 
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Nibake 


ee SELF-TAPPING SCREWS 


a complete range 
of head styles 


WITH PHILLIPS RECESSED HEADS 


THE PHILLIPS HEAD 
The special driver mates perfectly with the recessed head and 
cannot slip. There is no risk of injury to the operator or 
damage to the article. This makes for faster, more efficient work 
with less strain on the user. Power driver bits as well as hand 
drivers are available for Phillips Heads. 


THE N.P.K. THREAD 
The hardened threads of Nettlefolds Parker-Kalon screws cut corres- 
ponding threads in drilled, formed or moulded holes. There is no 
need for tapping, tapping plates, inserts, clinch nuts or lock washers. 
N.P.K. screws simplify assembly methods and make stronger fastenings. 


Full details on application from : 


GUEST KEEN & NETTLEFOLDS (MIDLANDS) LIMITED 
BOX 24, HEATH STREET, BIRMINGHAM, 18 


s/P.NPK/2902 








PLASTIC MOULDING EQUIPMENT 


PRESSES 

PUMPS 

ACCUMULATORS 

PELLETING MACHINES 
AUTOMATIC CONTROL UNITS 
VALVES & FITTINGS 


BRADLEY & TURTON 


LIMITED 


CALDWALL WORKS, 114 HAMSTEAD ROAD, 
KIDDERMINSTER HANDSWORTH, 


Phone No, : 2217/8 BIRMINGHAM 20 No. 2014. reba Press 
Grams : “ Wheels” Kidderminster Phone No.: NORthern 2519 wi 
ESTABLISHED 1831 Automatic Control Unit 
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TO VISIT buyers ofmer- 
EMEMBER OUR STAND i 
R B.6, AT THE A Picreniinag’ 


BRITISH PLASTICS EXHIBITION dine slopes 


delay, th 
(JUNE 6th TO 16th ) moet favourable 
? terms, and with- 

where we shall feature an injection out trouble. 


moulding machine in operation, using SHOULD you have anything fordisposal,cithernow 
or at any future time, send us samples, full 


HARD NICKEL 0 particulars and price on a cash settlement basis. 
mer oFORN RELIANCE, ‘TRADING COMPANY 


TELEPHONE : PRIMROSE 3167 AND 5611 
MOULDS 


See for yourself how these moulds 
stand up to high-speed work in 
producing intricate articles with 


ons ace of fine detail. aa mM ® C A L o E R & nh L T D « 


Apart from dies for SPECIALISTS IN 
gear wheels, cams, THE MANUFACTURE OF 


etc., we make most 


other moulds and HEATING ELEMENTS 


dies for plastics and 
zinc diecasting, FOR THE 


Poy industry. ees PLASTICS MOULDING 
LONDON & SCANDINAVIAN [i INDUSTRY 


METALLURGICAL CO. LIMITED <= ALL ENQUIRIES TO HEAD OFFICE : 


Chelton peo =" Road, BR Puastics | 2 2 7 U P P E R S T R E E : 


Phone: MACAULAY 5575 (3 lines) LONDO N, N.I. CAN. 4696. 
































~ 
—DON’T DISCARD IT M.C.M. (TOOLS) LTD. 
because you think DESIGNERS AND TOOLMAKERS 


it’s too FOR 
COMPRESSION, TRANSFER 


INTRICATE AND INJECTION MOULDS, 


JIGS AND FIXTURES. 


M.C.M. (Tools) Ltd., 
12, DENMARK ST., 
ASTON, 
BIRMINGHAM, 19. 
Many a worth-while project never leaves Aston Cross 1678. 
the drawing-board stage because it is - 
considered to be too intricate to produce. MOULDS 


Don’t discard the idea—let HORN- 
FLOWA make the tools! Our modern HOBS 
Tool Room, with some of the finest 


equipment in the country, offers JIGS C be A M R e be L Al N 
immediate and first-class service. 

Full technical information and drawing PRESSURE AND 

office services are available, and a DIE CASTING 

guarantee is given with each tool as ‘i W | 4 LO W S 

regards quality and performance, TOOLS 


_ according to original specifications. SUR VEYOR S$ AND VALUERS 


Please write for illustrated folder OF 


FACTORY PREMISES 


ORNFLOWA LTD PLANT & MACHINERY 


MARYPORT- CUMBERLAND 23 MOORGATE E.C.2_ city 6013 
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Moupincs diac MATTER 


The Medresco Hearing Aid, as supplied by the National Health Service to 
the specification issued by the Medical Research Council, makes use of 
Kent Mouldings. 
This national hearing aid has been designed for reliability and long 
service and it is therefore essential that all its vital component parts 
be produced with the utmost precision and strength. 
Kent Mouldings have for many years been chosen for work of this 
kind, including high-precision equipment for the General Post 
Office. Can we assist you with your moulding problems? 


KENT MOULDINGS 


PROPRIETORS?) KOLSTER BRANOES LIMITED 


PRO TICRA YT.” -~ SEC Vr §s 





== _DURESTOS 


REGISTERED TRADE MARK 


asbestos felt moulding material 
—has amazing strength 


Mouldings of “Durestos” Asbestos Felt 

‘ Moulding Material have amazing strength — 
that is- why this material is being used in 
plastic wing development at Royal Aircraft 
Establishment, Farnborough. 


Essential properties for wing construction 

are:—high strength/weight characteristics, 

dimensional stability, smooth surface, fire 

resistance, and the ability to be shaped and 
Photo: formed into large structures. 


en witch sah “‘Durestos” Asbestos Felt Moulding Material 
Section of aircraft wing fils all these requirements and is very 
incorporating “DURESTOS” moderately priced compared with other 
Asbestos Felt Moulding laminates. 
Material RA.I Grade. 


For further particulars write to: 


TURNER BROTHERS ASBESTOS COMPANY LIMITED - ROCHDALE 
"A MEMBER‘OF THE TURNER AND NEWALL ORGANISATION 
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Plastic Raw Materials of all kinds 


CHAS. PAGE & CO., LTD. 


Home Trade and Export 


52 GROSVENOR GARDENS, VICTORIA, LONDON, S.W.1 


Telephone : Also at :—GLASGOW, MANCHESTER Telegrams : 
SLOane 8151 (10 lines) and NEW: YORK Paganini, Sowest, London 





























MICHAEL S. STEVENS 
MOULDS 


o 
DISTINCTION 


J. H. CARPENTER 


AND SON, LONDON, LTD. 
TOOL MAKERS 


107a, YORK WAY, LONDON, N.7 


Telephone: Gulliver 3917 


PLASTIC SCRAP 


Buyers at Your Works of 
Injection Scrap, Scrap Cuttings 





14, CAMBRIDGE PARK MEWS, TWICKENHAM, MiIDDX. 
POPesgrove 1£00 














DECORATION of PLASTICS 
The close control 


Our new Universal Transfer can be 


of Temper. ature needed for used to decorate ANY plastic material. 


Rigid or Flexible, rough or smooth. 


NYLON INJECTION Ideal for ‘“‘Crinothene,” embossed 
leather cloth, P.V.C., etc. 


A N D E X T R U S i O N | Let us send you samples and stock list. 


is secured by the P. L. AXON HARRISON, Jersey, C.I. (Eng.) 


TEM-CON 
Electronic System Y S © NN 














A simple and economical method of controlling F Oo R 
6 


temperature within limits of + 0.2° 


Get details without delay 
Srom the sole manufacturers p AM. LTD Acetate and other Synthetic 
and patentees :— e j Mouldings. _ Modern Plant 


Merrow, Guildford, Surrey. Tel.: Guildford 2211 and Facilities 
Ss Sass Aeon Wee Septties tak APPLIANCE CO. LTD., 


STAND No. C505, B.I.F., BIRMINGHAM i ce gal dig Art : 
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ie 
MASSON 


ROTARY, CUTTER 


UNIFORM GRANULATION 


OF ALL KINDS OF PLASTIC MATERIALS 
AND SYNTHETIC RUBBER. 


Any desired degree of fineness with minimum of dust. 


LowH.R *fiigh Output *Made in five ie 


SeuolNEtEthifga has oe 


LACKHERIARS HOUSE> WOR IOGE S! LOND 0 = tees 











Prcroctagt 


Funditor Marking Machines apply a new speedy 

technique to marking. They mark PLASTICS 

just as simply as any other manufactured parts 

in hardened steel, carbide, alloys, ceramics, 
_ glass, etc. 


. Funditor Machines mark by lever, treadle, pneu- 
matic or pneumatic hydraulic operation using 
cold or heated dies or applying the ‘ Sand-jet” 
method. They mark to Government specification. 


Send your parts for sample marking or write 
for further particulars. 


See our Stands Nos. F.34, Olympia, and D.324, 
Castle Bromwich, B.1.F. 


FUNDITOR LTD., 3, WOODBRIDGE STREET, LONDON, E.C.1. CLErkenwell 6155/7 


Other Funditor Products : ‘‘Sand-jet” Marking Machines, Supersaw for Plastics, Drying Ovens, special Electrical Heating Elements 
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VARIABLE SPEED 
DRIVES 


Plastics Machinery 


EXTRUDING INJECTION 


COATING CONVEYORS 
IMPREGNATING WIRE COVERING 


CABLE MAKING HAUL OFF CAPSTAN 


VISIT OUR | 
STAND D.153 
B.I.F., BIRMINGHAM 
or 
SEND FOR FOLDERS 


CARTER GEARS LID. 


THORNBURY ROAD 


z= BRADFORD =. 














MOTOR-DRIVEN 
DUST EXTRACTION 
UNITS 


for individual and 
small groups of 
machines. 


Complete dust ex- 
traction plants. 


Exhaust fans and 
all types of dust 
collectors. 


Technical consult- 
ant service avail- 
able. 


(Patent) 


JOHN B. THORNE 
5 Chapel St., Syston, LEICESTER 


Telephone : SYSTON 86330 











PLASTIC 


lo 


we SequitementS 
FREDERICK W. EVANS LTD. 


PLASTIC WORKS «LONG ACRE BIRMINGHAM 7 - Jez. EASr /286(2tma) 











FIRE! 


WHERE’S YOUR 


NU-SWIFT? 


The: World's Fastest Fire Extinguishers 
— for every Fire Risk 
Pressure-operated by sealed CO, Charges 
NU-SWIFT LTD.. * ELLAND + YORKS 
GN) sin Every Ship of the Royal Navy | —_ 
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also 


PRESS TOOLS, JIGS & GAUGES 


BARBER & DUFFY 


214/222 CARDIGAN ROAD 
Phone : Leeds 52033 : 


LTD. 
LEEDS 


pecialist 
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INJECTION and 
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PLASTICS PLANT 





433 ton upstroke Hyd. Press by JOHN SHAW. Working 
area 5 ft. x 3 ft. 5 in. Daylight 2 ft. 8 in. Hele-Shaw 
pumping equipment. 

225 ton downstroke Hyd. Presses by BRADLEY & TURTON. 
Working area 36 in. x 36 in. Daylight 40 in. W.P. 


* 2,240 Ib 


175 ton downstroke Hyd. Presses by BRADLEY & TURTON. 
Working area 30 in. x 30 in. Daylight 36 in. W.P. 
2,240 Ib. 

150 ton upstroke Hyd. Press by TANGYE. Working area 
44 in. diam. Daylight 10 in. W.P. 2,240 Ib. 

120 ton upstroke Hyd. Press by BRIDGE. Table and head 
cored for steam weer ae area 30 in. x 30 in. 
Daylight 16 in. W.P. 1 

100 ton downstroke Hyd. Pans by BRADLEY & TURTON. 
Working area 21 in. x 20 in. Daylight 27 in. W.P. 
2,240 Ib. 

75 ton upstroke Hyd. Presses by BRADLEY & TURTON. 
Working area 18 in. x 17 in. Daylight adjustable 
16 in./25 in. W.P. 2,240 Ib. 

60 ton downstroke Hyd. Presses by BRADLEY & TURTON. 
Working area 18 in. x 17 in. Daylight 20 in. W.P. 2,240 Ib. 


GEORGE COHEN SONS & CO., 


WOOD LANE, LONDON, 


Tel.: Shepherds Bush 2070. 


W.12 


New 50 ton ‘COBORN ’ downstroke Hyd. Presses.. Elec. 
platens 17 in. x 16 in.’ Daylight 93 in. Vickers’ pumping 
equipment. 
New 40 ton ‘COBORN’ downstroke Hyd. Presses. Elec. platens 
17 in. X 11 in. Daylight 8} in. Fraser pumping equipment. 
R.S.1 rotary Pelletting machine by MANESTY. Will 
ponent sd 21 punches and dies. Variable output 
168/336 per min. Motorized 400/3/50. 


Model P2 single punch Pelletting machines by BRADLEY & 
TURTON. Max. size 1 in. diam. x } in. 


Single punch Pelletting machine by DUNCAN STEWART. 
Fitted punch and die 2} in. diam. Motorized 400/3/50. 


Single punch Pelletting machine by WALKER. Max. size 
4 in. diam. x } in. 


Single punch Pelletting machine by WALKER. Max. 
Zin. diam. x 3 in. 


Single punch Pelletting machine by MANESTY. Max. size 
4 in. diam. x ¢ in. 


Rotary Pelletting machines by WORSSAM. 
punches and dies 1} in. x 1} in. 


E.M.B. 4 oz. injection moulding machines. No. 9B. Type 82. 


LTD 
STANNINGLEY, NR. LEEDS 


Tel.: Pudsey 2241. 


size 


Fitted 15 
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By H. R. Fleck 


THE THEORY OF 
POLYMERIZATION 
Price 10/6 


A manual written specially for 
students working in the plastics 
industry, which deals with the 
most fundamental and difficult 
section of the chemistry of 


All connected 


with the production or application of plastic 
materials will find in these books a wealth of 
valuable information to which they will refer 
again and again. 





plastics. 
145 pp. 





PLASTICS MANUAL 
By H. R. Fleck Price 15/- 


The most comprehensive refer- 
ence book obtainable, providing 
information on the materials 
used in the plastics industry. 


155 pp. 








MOULDS 


FOR PLASTICS 
By W. M. Halliday _Price 30/- 


An aid to Toolmakers in the 
plastics and pressure diecasting 
industries dealing with mould 
design, construction and main- 
tenance. 


OBTAINABLE FROM ALL BOOKSELLERS 


In case of difficulty write to the Publishers, who will also 
be pleased to supply further information and a detailed list 
of contents for each book. 


TEMPLE PRESS LIMITED 


BOWLING GREEN LANE, LONDON, €E.C.1 TERMINUS 3636 259 pp. 











PLASTICS 


The rate for paragraph announcements is 4d. per word, minimum 4s. 
ies discounts: 5% for 6 and 10% for 12 consecutive insertions. 


APRIL, 1951 


Semi-Displayed Space 50/- per inch. 
Terms: Cash with order. Box fin eay 3 fee: I/- 





AUCTIONEERS’ ANNOUNCEMENTS 
RICHARDS AND PARTNERS, 
AUCTIONEERS, VALUERS AND SURVEYORS 
of 
INDUSTRIAL PROPERTY, PLANT AND MACHINERY, 
GRANVILLE HOUSE, ARUNDEL STREET, 
LONDON, W.C.2. 
Phone, Temple Bar 7471 (four lines). 222-276 


BY ORDER OF THE LIQUIDATOR. 40-ton Coborn downstroke hydraulic 
moulding press, Fraser pumping equipment, electric motor. To be sold by 
auction by W. E. Coe and Sons, South Kensington Auction Rooms, 67-69 and 
79-85 Old Brompton Road, S.W.7, on Wednesday, 2nd May, 1951. View 
day at Battersea. Catalogues 3d., post free. Phone, Ken 2422 be 4 
lines). 5-2 


BUSINESSES, PREMISES, OFFICES, ETC. 


PLASTIC FALSE TEETH MANUFACTURING BUSINESS, BIRMING- 
HAM. Turnover 1950 £6,000, gross profit 25 per cent under supervision. 
Scope to double. Bargain £7,000, includes we. freehold premises, plant, 
stock and equipment. No goodwill asked. S. Filkin, Ltd. (Est. 1930), 350 
Yardley Wood Road, Moseley, Birmingham, 13. South 3369. 165-x6520 


DESIGN AND DRAWING 


DESIGN AND DRAWING CAPACITY for plastic moulds (injection, com- 
pression, transfer), and component design development. Graystone Designs. 
35 Winchester Road, Hampstead, N.W.3. Phone, Pri 7420. 222-278 


MACHINERY, TOOLS AND PLANT 


“ IMPETUS ” MACHINERY, ex-stock, belt grinders or sanders, 4-in. band, 
£7; motorized, £15 10s.; also 6-in. model, 13-speed motorized }--in. drilling 
machines, £18 10s.; exhaust fans, air compressors, —% spray plants, etc.; 
catalogue from manufacturers. John P. Steel, Dept. 8, Bingley, —_—. - 

ALTERNATORS. Diesel sets, electric motors, switch gear, transmission 
——. fluorescent lighting and industrial fittings, ex-stock. Keen prices. 
Contact G. 


JACKETED PANS. Eight copper melting pane, S ins. diameter by 12 ins. 
deep with covers, mounted in steel frames, with valves, steam traps, etc., as 
new, £25 each. Thompson and Son (Millwall), Ltd., Cuba Street, London. 
E.14. zzz-2 





PLASTIC PLANT SPECIALISTS, 

MODERN MOULDING PRESSES, 

MIXING MILLS, 

EXTRUDERS, 

HYDRAULIC PLANT, 

Always in stock. Send us your inquiries. 
Whatever you NEED, ask 
REED BROTHERS (ENGINEERING), LTD., 
REPLANT WORKS, 
CUBA STREET. “ 

MILLWALL, LONDON, E.14. 222-269 





P.v.C. EMBOSSING CALENDAR, 3-roll 72-in. working =~ with steel 
embossing shell, complete with latest-type Metro-Vick infra red heaters, drive 
and motor suitable for P.V.C. Jeathercloth or unsupported 
included. Can be seen at Vinyl Products, Ltd., Butter Hill, Carshalton, 
Surrey. 222-296 

—e ALE. Five copper embossing shells. three d, two d. 
Pin box calf, lizard, small and large Morocco grains. Vinyl Products. 
Ltd., . Hill,- Carshalton. 222-295 








B.C &. 
BOILERS 
5,800 Ib, per hour seif-contained horizontal multi-tubular economic boiler 
by Farrar, new 1943, 8-ft. diameter by 14 ft. long over tubeplates, 16 ft. 9 ins 
long overall, 100 Ib. working pressure, fitted with IVO automatic stokers. 


1320-1,760 Ib. per hour. No. 9 size Cochran vernens multi-tubular boiler, 
new 1930, 5 ft..3 ins. diameter by 11 ft. 9 ins. high, 1 » working pressure. 
complete with Prior automatic stoker, valves, fin 


1,250-1,650 Ib, ry hour, No. 16 size Ruston Thermax vertical multi-tubular 
boiler, new 1941, 4 fi 7 ins. diameter by 11 ft. 3 ins. high, 100 Ib. working 
pressure, complete with grate for hand firing, fittings and mountings, Roylles 
feed regulator, Hotwell tank, weir feed pump, chimney piping. 

750 Ib. per hour Beaver vertical cross-tube boiler, new 1935, 3 6 ins 
diameter by 9 ft. high, 100 Ib. working pressure, complete with Ah, and 
mounting, Roylles feed regulator, weir feed pumps, piping, etc. 

Two Danks horizontal self-contained - water or low-pressure steam 
economic boilers, new 1944, 5 ft. diameter by 9 ft. overall length, fitted with 
50 2-in. diameter smoke tubes 6 ft. 6 ins. long, complete with grate for hand 
firing fittings and mountings, induced draught fan, trunking, chimney, etc.. 
capacity approximatelv 1, Ib. per hour, each at 50 Ib. pressure 

B. C. S. (ENGINEERS AND CONTRACTORS), LTD.. 
3 CASTLE STREET. 
CARDIFF. 
Phone, Cardiff 8512-3-4. 166-2254 





FULL STEAM IN FIVE MINUTES with B. and A. Electrode Boilers, used 
by British Industries for 20 years. No boiler-house, no flue, no attendant 
needed. The most compact and convenient steam raisers available. Can 
beside machines using steam. Write for leaflet 118, Bastian and Alm. Ltd. 
Ferndale Terrace, Harrow, Middlesex. 66-2255 


L. Murphy, Ltd., Menston, near Leeds. Zzz-210 | 


sheet, pigskin shell . 





Machinery, Tools and Plant (contd.) 

E.L.7 3-0z., E.L.9 5-oz, injection moulding, in excellent condition, including 
compressor and accessories, bargain. For sale and inspection. Wertheim. 
27 Summerfield Crescent, Edgbaston, Birmingham. 165-x5545 

E.M.B. 4-oz. injection machine for sale. Also Reavell air compressor 
with 80 h.p. motor and accessories. Equipment is almost _new and in perfect 
working condition. Can be viewed in London area. Box P6513, care ot 
** Plastics.’” 165-21 

FOR SALE. Extrusion unit, 1'-in. Bridge-National extruder with stainless 
cylinder and screw, thread ratio 3 : 1, screw 10 ins. long with speed 7/72 r.p.m. 
Oil aay from 12-kW totally enclosed heater by Clarmac Co. Filled “with 


4-in. by 25-ft. combined cooler and conveyor with speeds 1/50 ft. per 
minute. 

Machine in first-class condition and is suitable for P.V.C., Acetate, etc. 
B.X. Plastics, Ltd., Development Dept., King’s Cross Road, Dundee. 165-19 

SET OF FIVE INJECTION MOULDING TOOLS for making lamp holders. 
Can be inspected on the premises of The Simcup Co., Ltd., 274 York Way. 
London, N.7. Phone, North 1668. 165-15 

ONE BLOCK AND TA Morris make, 5-ton tested at 7-ton, new, £45. 

Two Bw ey Units, fully motorized, second-hand, £40 or offer. 

Six 2 h.p. Canning Polishing eads with stands and starter, £42 each. 

Four “ Bursgreen ’’-type Capstan Lathes, height of centres ins., max. bar 
7/16 in,, stroke 5 ins., 44 h.p. motor, three-phase asst, collets, £40 ‘each. 

e Pillar Tapping Machine, E.H.J., complete with motor, £30. 
Also a quantity of useful equipment, which may be viewed on application 
. A. Loban, Buyer, Combined Optical Industries, Ltd., th Road, 
ay Bucks. Phone, Slough 21292. 

FIELDING AND PLATT HYDRAULIC PUMP UNIT for sale. Four 
rams 3% ins. dia. by 15 ins. stroke driven by 95 h.p. 440 volts D.C. motor 
by B.T.H. Offers to Box P6517, care of “ Plastics.” 165-2339 

COBURN HYDRAULIC PRESS, 200-240-v. A.C. Scott motor, Towler 
electronic pump, ram 8 ins., hot plates 1714 ins. by 15 ins. Seen London area. 
Write Box P6519, care of “ Plastics.” 165-37 

FOR SALE, Tensile scsting machine Avery. Specification and details 
from Vinyl Products, Ltd utter Hill, rshalton, Surrey. 222-303 

VIBRATORS and vibrating tables for hoppers, packaging, etc. Kolt 
Engineering, 70 Victoria Street, London, 9.W.1. 165-12 

DIAPLASTICS ane ee type 47S1_ by Asplied High Feoeneney, Ltd., 
perfect condition, can be i cted in Lon Box , care of George 


- Murray (Advertising), Ltd., mses Strand, Londoe, W.C.2. 165-7 


MACHINERY, TOOLS AND PLANT WANTED 


8-0Z. Ar ma MACHINE, in good condition, any make. Box P648, 
care of * Plasti 165-18 
REQUIRED, pale injection moulding machines in first-class condi- 
tion, capacity 2 oz., 4 0z., 6 oz. and 8 oz. Reply, Box P651, care of “ Plastics.” 


166-2334 
8-OZ. INJECTION MACHINE required. Box P633, care of “ eae Pe 


PRODUCTION CAPACITY AVAILABLE AND WANTED 
DINES PRODUCTS, Stanley Road, Grays, Essex, for injection moulding 


165-1914 
PRINTING, ENGRAVING, rs. all types of plastics. | Modern Plastics, 
Ltd., Kangley Bridge Road, S.E 166-2038 

FAIRMAN PRECISION TOOLS. yan PRODUCTS, LTD., of Horley, 
Surrey, have capacity for the manufacture of Bakelite and plastic moulds, 
diecasting, dies, press tools and_ special-purpose machines. Also all classes 
production machining. Phone, Horley 909. 172-2042 

INJECTION. MOULDING CAPACITY available up to oz. Precision 
— ‘Mg a speciality. Guardian Plastics, 345 FR, Road, teesee, 


REPETITION in Ebonite, Erinoid, etc. Capstan lathe work. Mansell. 
Temple Street, Rugby. i cepa 
SHORT RUNS A SPECIALITY. . Long runs a sure. Low mould cos’ 
and overheads on our Westminster injection machines. Ideal Plastics, “31 
High Street, North, Manor Park, London, E.12. Grangewood 3777. 2zzz-301 
INJECTION MOULDING by I.0.G. Industries, Ltd., 41 Marshgate Lane. 
Stratford, E.15. Maryland 2804. 172-2259 
COMPRESSION AND INJECTION MOULDINGS, capacity available, 
reasonable delivery, competitive prices. Box P644, care of ‘ Plasti Oe 9.0953 


COTSWOLD PLASTICS offer to sort and grind your waste and free it 
from metal to very fine limits at a charge of 2d. per Ib. Send us sample, stating 
requirements, and let us quote you. Cotswo a Plastics, Inchbrook Works, 
Stroud, Glos. Phone, Nailsworth 24. 165-14 

DOHM, LTD. edamame raw materials everywhere. 167 Victoria 
Street, London, S W.1 222-304 

CAPACITY AVAILABLE on modern injection-moulding plant, from 2 to 
6 oz. Specialists = the manufacture of mouldings from the prototype stage. 
including design an $ eres Quick delivery and guaranteed production. 
Box P6112, care of “ Plastics. 172-2333 

INJECTION kage l aon CAPACITY AVAILABLE up to 3 oz. London 
Capsule Co., Empire Works, Mitcham Road, Croydon. Thornton Heath LE a4 


SPACE AND LABOUR (Surrey, six girls) “Customer for small hand emus 
s 


or repetition +work. — considered. 


tomer’s instructions carefully 
and promptly observed 165-24 


x P659, care of “ Plastics 


RAW MATERIAL AVAILABLE AND WANTED 


THERMOPLASTIC SCRAP. Ay & ose regular bu: of thermoplastc scrap, 
P.V.C., Polythylene, etc. s cllorinas to A. Schulman, es a 
Fifth Avenue, New York, USA P 168-2331 

CLEAR AND COLOURED CELLULOSE ACETATE SHEETS 
f thicknesses. For home trade and export. Send ‘your inquiries. 

» Station Estate, Balmoral Road, Watford, Herts. 

TEED SLASTAC SCRAP AND MOULDING Fora 2 
wanted. We ano and pay cash.: Box ECL. care of “* Plastics 

WANTED TO RCHASE FOR CASH. ULOSE 
FILM SHEETS — ys 300, 400 and 600 “SUB. : Send samples with full 
details and prices. For sale: 1 ton 60-thou. transparent blue, green and smoke 
Acetate, perfect condition. 5s. per Ib. 

Allans, 37 Farringdon Street, E.C.4. Phone, Cen 5947. 165-16 
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Raw Material Available and Wanted (contd.) 


PREMIUM PRICES PAID for supplies polystyrene, cellulose acetate scrap. 
Buying commission arranged. Box P636, care of “ Plastics,” 165-17 


PAPER OR FABRIC laminate 1-32-in., paper laminate up to 2 mm. Any 
size. Box P656, care of “ Plastics.” 165-27 


WANTED, Diakon moulding powder. Please quote grade, colour, quantity 
and price to ‘Box P652, care of “ Plastics.” 5-33 
ly (CC. SHEETING, also scrap and cable strippings continuously required. 
lease send offer with samples to Herbert Connor, 45 am, Crescent, 
Finchley, London, N.3. 165-x06699 


CELLULOSE ACETATE, moulding powders and scrap wanted for export. 
Herbert Connor, 45 at Crescent, Finchley, London, N.3. 165-x06699 

POLYTHENE, scrap in quantities required. Please send offer with sample 
to Herbert Connor, 4 a3 Church Crescent, Finchiey, London, N.3. 165-x06699 

PHENOL AND UREA MOULDING POWDERS, black and brown, surplus 
lots wanted. Please send particulars to Herbert Connor, 45 Church Crescent, 
Finchley, London, N.3. 165-x06699 


POLYSTYRENE, Virgin moulding powder and scrap urgently wanted. 
Herbert Connor, 45 Church Crescent, Finchley, London, N.3. 165-x06699 
PERSPEX, clear, \%-in. sheets and, offcyts, also clear scrap in quantities 
urgently required. Please offer to Herbert Connor, 45 Church Crescent, 
Finchley, London, N.3. 165-x06699 
FOR SALE, Cellulose Acetate and Cellulose Acetate wire-weld sheets, black, 
thicknesses .060 in., .080 in., .120 in. Box 439, Williams’s Advertisement 
Offices, Bradford. 165-x6888 


LAMINATED PLASTIC SHEETS or offcuts required, about 1-32-in. thick, 
minimum width 154 ins., quantities up to 50 tons. Box P6518, care of 
* Plastics.” 166-2336 

SURPLUS OR REDUNDANT STOCKS will be purchased for cash. Any 
quantity considered. Send full details to The Brown Manufacturing Co., lee 
23 Kensingion Park Road, London, W.11. 165-36 

AVAILABLE FOR IMMEDIATE DELIVERY. 2,200 ebonite tubes, 
black, fine grain, 1 3-16 in. diameter by % in. internal diameter, 39% ins. long, 
approximate weight 14% oz. each, 270 ebonite rods, black, fine grain, 1 3-16-in. 
diameter, 38% ins. long, approximate weight 27 oz. each. Offers invited. 
Box P6515, care of “ Plastics 1 

WASHED ACETATE X-RAY SHEET, sizes 8% ins. by 6% ins. to 15 ins 
by 12 ins., and parcels mixed sizes. Celasto.d sheet, y ins. by 24 ins. y 
015 in., in pink, green, biue. Mixed acetate and nitrate rolis, 5 ins. 
approximately .. t., with light imprint, siniilar in sheet, soncoubeantdly 

ins. 0 i -003 in. List and samples from 

Lloyd’s, 2 High eet, Christchurch, Hants. Phone, erent ee 


PEARL ESSENCE (FISH SILVER) for mother of pearl finish for lastic 
industry. Representative of Bonda’s Industry, R.C., Lovington, 189 Regent 
Street, W.1 166-2332 

WANTED, scrap transparent cellulose acetate in any form. Turnbridge 
Mfg. and Supply Co. Ltd., 52a-62a Lonely Road, London, S.W.17. 165-9 

FOR SALE, approximately 2 tons of ceilulose acetate scrap, various colours. 
What offers? t.8 Valiey Supply Co., Ltd., Bridge End Mills, Whitworth, 


Pigg by approximately 1/16 in. thick, all 
WwW. Flanagan and Son., Ltd., 31-35 Kirkdale Road, Liverpool, 5 Pes, 


ANTED TO PURCHASE, large or small quantities casein, Catalin, 
Deguwes, qpltulose Ri x Crinothene. “Must be cheap. Box P563, care of 
iast! 


POLYSTRENE CLEAR SHEETS and rods and foil for sale. 
by 24 by ‘in. to 15-in. thick. Rods %-in. to 144-in. diam., 24 ins. 
13/16-.n. wide by 3i4-mils. thick, in coils, about 2 tons in all, but small 
quantities supped 
nas Castle and Co., Ltd., 5 Hurley Road, Kennington, S.E.11. Phone, 
e 165-2 
CATALIN RODS. Large quantity for sale, 7/16-in. diameter, 21 ins. long, 
in transiucent amber, red, blue; also tortoiseshell, honey mottle and black at 
25% under list prices. John Castle and Co., Ltd., 5 Hurley Road, Kennngton, 
16 


London, S.E.11. Reliance 4274. 

PERSPEX! PERSPEX!! PEI £83 Official stockists for I.C.I. acrylic 
os —— cut to your requirements. Fabrication and mounting specialists 
to the trade:— 

S. C. Errington Gages. Ltd., 132a Uxbridge Road, Hanwell, Loates, 
W.7. Phone, Ealing 5288. 2 
ERLAN LID, 93 Aldersgate Street, E.C.1 (Monarch 4684), connie 
Perspex and ‘Cellulose Acetate off-cuts and scrap, clear and coloured, highest 
Prices paid. ‘167-2083 

LASTIC: Punges sheets and scrap, moulding powder wanted. 

We collect and pay cash. x P6310, care of “* Plastics 174-2162 
ot eee Perspex and Pvc scrap, large quantities only. Box er care 

= 174-2163 

me  eamemuamees Pigments, metal powders. Dohm, Ltd., 167 .Victoria a 


2z2z- 

WANTED: Plastic scrap, P.V.C., polythene, acetate, polystyrene, etc. Also 
scrap metals. Brass, lead, copper, etc. . Wilson and Co., la St. Mary’s 
Road, Peckham, S.E.15. New Cross 2870. 168-2161 





Always large stocks of 
CASEIN 
rods, tubes and sheets. 
PERSPEX 
sheets up to 1-in. thick. 
CELLULOSE ACETATE. 
S. Rosenfeld, 
98 Aldersgate Street, E.C.1. 


Phone, Monarch 4686. 168-2167 





WANTED, large quantities of cellulose acetate, thickness -008/12, in_reels 
- to 2-in. width, random lengths. Dickinson Bros., 8-10 Ley Bae 


7. BE 2160 
CR z URGENTLY REQUIRED, state amount available, 
coloured and clear. Quotation by return to Box P6414, care of “* Plastics.”’ 


7zz-299 
TOP PRICES PAID for Cellulose Acetate scrap. We oollect and pay cash. 
Box P6415, aes of ** Plastics 169-2262 
CLEAR CELLULOSE A ACETA TE TUBING for ball pen refills. Lactoid 
and Erineid rods in mottled, silks and plain colours. Ebonite rods, tubes and 
sheet. Prompt deliveries assured from A. E. Goodeve, Ltd., 188a Seven 
Sisters Road, London, N.7. pag 3654. 175-2261 
ACETATE IN SHEETS, rolls or offcuts. S tocks purchased f 
Dannell Corvard Co., Ltd., 5 Earnshaw hg pF may WC.l. 2 165.2266 
POLYSTYRENE SHEETS AND ROD. Sheets 28 ins. by 20 ins. and 22 ins. 
by 18 ins. Rod, various boned in 6-ft. lengths. Miltoid, Ltd., 34-36 Royal 
College Street, Camden Town, N.W.1. Phone, Euston 6467. 166-2257 
CELLULOSE ACETATE ex-stock, 2 mm. clear, -* ig by, Kgs je. Ist 
grade, —— through storage. 15 cwt at 6s. 9d. Also 
7/000 and 10/000 opaque, 22-in. rolls, - low prices S aan mS foro Ltd., 
21 Woodthorpe Road, Ashford, Middiese 165-2256 
PERSP' s, or fesponatte or 9 urgently required, dense opal 
No. 060, blue No. 710, Suthal 3888 ged /i6in., purchase or exchange. 
Attewell, Reflection Works, _—- ‘ 165-2368 





PLASTICS 


SITUATIONS VACANT 


EXTRUSION. Practical man_ required, thoroughly experienced cable 
covering. Full particulars, with references essential, to E.P.M., care of Dixons, 
1-9 Hills Place, Oxford Street, W.1. zzz-289 


PLASTICS. Complete, inexpensive tuition at low inclusive fees. For free 
details write to The Principal, The Rapid Results College of Engineering 
Technology, Dept. E.152, Tuition Rowe. ee S.W.19 (or call” at 235 
Grand Buildings, Trafalgar Square, .C.2).. Whitehall 8877. 22zz-300 


PLASTICS TECHNOLOGIST required for important new development 
by company in South London area. Applicants should not be above 25. 
Minimum qualification Inter. B.Sc. Some knowledge of plastics essential. 
wae ae according to age and experience. Particulars to Box P6512, -, - 

ANT COMPANY require young active salesman for plastic welding 
and st equipment. Must have a in the industry. London 
area. Apply Box P6511, care of “ Plast 165-23 


ASSISTANT CHEMIST WANTED. Industrial research work and develop- 
ment of new inventions. Permanent progressive position. Apply Box P658. 
care of “* Plastics.”’ 165-25 


INJECTION MOULDING COMPANY in S.W. London are requiring 
assistant to Works Manager. Applicants should be aged 23-27 years. Plastics 
experience not essential but engineering and drawing office knowledge desirable. 
Duties cntail understudying in works office and dealing with staff, works records, 
etc. This position gives young man of energy opportunity to build up in 
growing company. Apply .by letter in the first instance to Box P657, care of 
** Plastics.”’ 165-26 
PRODUCTION MANAGER wanted to take charge of Consumer-Moulder’s 
Compression Plastic Plant. Applicants must be men with first-class experience 
and drive who are able to produce evidence of success in this capacity. Write, 
giving full details, mentioning Present employment and salary —— to 
Box P655, care of-“* Plastics 5-28 
CH CHEMIST required for development work on a new os 
merization plant in the N.W. The position offers an interesting combination 
of laboratory and pilot plant work, and there is —., scope for new 
developments. The applicant should preferably have a B.Sc. A.R.LC., and 
salary will be in accordance with , qualifications and cnperiense. Full details 
to Box P654, care of “ Plastics. 165-29 
TOOLMAKER IMPROVER required for injection moulds, jigs, etc. 
Experience on injection moulds not essential. Please reply with brief details 
of experience, etc., to Injection Moulders, Ltd., Westmoreland Road, N.W. A 


MAINTENANCE FITTER required, experience in injection anime shop 
desirable but not essential. _, Please reply with brief details to Injection 
Moulders, Ltd., Wi 1 Road, N.W.9. 165-31 

N for injection moulding machine shop for permanent night shift— 
five-night week, London area. , Please reply with details of experience, etc.. 
to Box P653, care of “* Plastics. 165-32 

EXECUTIVE required with " knowledge of Thermo-plastic materials to be 
responsible for production control and area sales in the ingham area. 
Good salary with prospects for the right man. Box P6420, care of “ Plast cra 








THE COUNCIL OF SCIENTIFIC AND INDUSTRIAL 
RESEARCH, INDIA, 
invites applications for the posts of 
(a) ASSISTANT DIRECTOR (CHEMICAL ENGINEERING) 
and 
(b) ASSISTANT DIRECTOR (PLASTICS AND HIGH POLYMERS) 
AT THE NATIONAL CHEMICAL LABORATORY OF INDIA, POONA. 


Candidates for (a) must have had industrial experience or very close 
contact with industry ana be familiar with the setting-up and actual operation 
of pilot plants; and for (b) must be able to devise valuable - inexpensive 
uses for Indian and other available materials and also with new 
desirable properties and be familiar with high polymer and | oR and 
colloid chemistry. 

Contract for five years. Salary in scale Rs.600-1,500 p.m. (rupee=1s. 6d.) 
plus ** dearness ’’ and other allowances. Higher initial salary to well-qualified 
person. Contributory provident fund. Free passage. 

Applications, in duplicate, stating age, qualifications, experience, 
with copies of a and published papers (not returnable) should 
reach the Secretary ncil of ane and Industria] Research, P Block, 
Raisina Road, New Delhi. by May 5, 1951. 

Supplementary information from High Commission of India, General 
Department, India House, Aldwych, London, W.C.2, quoting No. 4/558. 

165-10 





PLASTICS TECHNOLOGIST required North-east Area factory; must be 
fully aeieate formulation, manufacture, testing of thermosetting resins and 
moulding powders. Would be required on plastics problems and should have 
some knowledge moulding technique and tool design. Write stating full 
details, qualifications, to Box P6510, care of “* Plastics.”’ 166-2335 

DRAUGHTSMAN coeee. fully experienced in and i i 
moulds, press tools, etc., by firm in Central London. a wane 
post above usual rate for applicant with wide experience in above and other 
directions. Give full details age, past —— in date order, salaries 
received and salary —.. All replies will be treated in strictest : ieee. 


Box P641, care of “ 
UNIVERSAL. MILLERS AND a oe tg for 

work on compression moulds for plastics. High sala 
for experienced men only. Details to Box P6516, care rot by Piesticn: 7 m6 2340 
DESIGNER DRAUGHTSMAN, plastic moulds, required, good salary and 
bonus. Apply, stati experience and salary ‘required to Projectile and 
Engineering Co., Ltd., Stewarts Road, Battersea, S.W.8. 165-5 


SITUATIONS WANTED 


EXPERIENCED MAN in thermoplastics, technical, administrative, desires 
technical advisory post or similar. Box P6514, care of “‘Plastics,”” 165-x6756 


TIME RECORDERS 
FACTORY TIME RECORDERS. Service rental. Phone, Hop Fg Time 
yaa Supply and Maintenance Co., Ltd., 157-159 Borough es 7 ~~, 





MISCELLANEOUS 


EXTEND YOUR TRADE. 
Use a Trade Mark. Consult 
rade Mark Protection Society. 
166-165" 
FOR ALL PURPOSES. F. Rawle and 
Co., Ltd., 71 Kensington Avenue, London, E.12 - Phone, Ganernens 


STAFF TIME-CHECKING AND JOB-COSTING TIME RECORDERS, al! 
makes for quick cash sale. Exceptional condition. Write, Box 430, Smith’s, 
100 Fleet Street, E.C.4. 165-11 





PLASTICS APRIL, 1951 


are our business ... 
Not just a department 





WE REQUIRE 





PERSPEX SCRAP 


at up to 216° per Ib. 


H. B. SINCLAIR 
143 CANNON STREET, LONDON, E.C.4 











AS the leading specialists in this field our technical staff 

welcome enquiries for all types of extruded plastics. We 

can promise you also keen personal service and a 
completely satisfactory product. 


C&C MARSHALL ito 


PLASTRIP HOUSE, OAKLEIGH ROAD NORTH, LONDON, N.20 
Telephone ; Hillside 5041 ALS lines). 


Meaty od Tufflex, Norfinch, London 
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Blythe 


ermanent where others fail 

xcellent for pastel shades 

eliability in all supplies 

atching BSS. 309, 354, 355, 356, 557 
nswering the most difficult problems 

ot affected by light in any concentration 
xtremely fine in texture 


on-poisonous 


echnical Service and samples on request 


THE FIRM WITH A REPUTATION SECOND TO NONE 
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The VyYBAK range of vinyl extrusion compounds affords excellent finish, toughness. 
and tensile strength. These compounds have-an exceptionally wide:variety of uses: 
draught excluders and window trims for cars, buses, planes ; shock absorbing strips, ; 
e.g., between car wings and body ; garden hose pipe; sealing gaskets. Flexible extrusions 
made from VYBAK compounds resist abrasion, continual flexing, ageing, weathering 
and cold. They are unaffected by acids, alkalis and most organic solvents. The materials 
are available in varying degrees”of hardness and a‘wide range of standard colours. 


VYBAK PLASTICS 


(REGO. TRADE MARK) 


A PRODUCT OF BAKELITE LIMITED - 48 GROSVENOR GARDENS - LONDON : SW14 








